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MACHINERY AS AN INVESTMENT 


Tuis IS the time of year for annual meetings and inventories, and large 
plans for the year ahead. To those readers of American Machinist who 
have an interest in such matters, officially or as plain stockholders, we put 
this question—How well is your investment, which is largely in machinery, 
being preserved? 

If you don’t know the answer to this question, isn’t it a proper one 
to put to the management of the company in which you hold stock? One 
of the cardinal principles of business management is to maintain the in- 
tegrity of the original investment in order that loss shall not come to the 
stockholders if it becomes necessary to liquidate the business. 

Certain of the intangible assets of a going business may be difficult 
to evaluate, but machinery and machine tools are decidedly tangible, and 
they have a market value which depends largely upon their age and con- 
dition. It is not hard to arrive at a measure of this value. 

In the first place the 1935 Inventory of Equipment in Metal-Work- 
ing Plants, completed last April by American Machinist, is recent enough 
to offer an excellent yardstick of averages. In the second place this Review 
and Catalog number, with its abridged descriptions of 640 new pieces of 
equipment announced during the past year, and its advertisements of 
catalog type, gives in one place a complete picture of the most modern 
developments. 


Ir IS certainly fair to ask the management how its equipment compares 
with that of other plants. At the moment the average for the industry 
as a whole is so bad that any plant equipped with machinery worse than the 
average is hardly a safe investment for any man’s money. An intelligent 
stockholder would be entirely justified in demanding of his directors that 
their executive head make sure that the new equipment described in these 
pages had been carefully studied by the men charged with machinery 
selection. 

And he should also demand that his investment be protected by the 
replacement of worthless equipment with efhcient modern units. To this 
end the financial management must find means to provide the production 
heads with the funds they need for new machines. That involves the proper 
use of depreciation reserves and the postponement of dividends until the 
depletion of reserves brought about by the depression has been made up. 
There can be no hope of future dividends unless the plant equipment is 


efficient. 








Metal-Working Progress 
Dramatized 


by Show Spotlight 


HE FULL import of what Amer- 

ican machine tool builders have 
done to improve their products was 
strikingly revealed at the Machine Tool 
Show last September. Even though 
visitors to that exhibition were amazed 
by the power, speed, weight and equip- 
ment of 1935 models, they were quick 
to see the cost-reducing possibilities of 
the new machines as compared with 
their older equipment. A good indica- 
tor of their approval is the business 
index of the National Machine Tool 
Builders Association, which _ since 
September, 1935, has maintained an 
average double that for the same 
period of the previous year. 

When the previous show was held in 
1929, tungsten carbide was only in its 
infancy. Since then it has exerted a 
profound influence on machine tool 
design. It has not only emphasized the 
need for speed and power, but it has 
also directed attention as never before 
to the problems of convenient control 
and reduction in idle time. Builders in 
all lines have seen fit to make extensive 
experiments with the new parts, 
mechanisms and materials developed 
by specialists. As a result, they were 
able in 1935 to show thoroughly co- 
ordinated designs that completely out- 
moded equipment on view at the 1929 
exhibition. 

Figures gathered at the Show in- 
dicate that 1935 machines are from 25 
to 50 per cent heavier than similar ma- 
chines of five or six years back. They 
must be so to counteract any tendency 
to vibrate; to take the stresses imposed 
by heavier cutting loads; and to resist 
any strain or misalignment so that the 
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much closer tolerances demanded by 
industry can be maintained in produc- 
tion. For example, automatics are now 
required to produce consistently to 
limits considered in the order of tool- 
room accuracy not so long ago. 

By putting more metal in machine 
tool beds, frames, columns, headstocks, 
or whatever, the builders have gained 
not only greater stability under cut but 
also advantages in many other ways. 
They have found that box-form con- 
struction affords a means of carrying 
stresses down to the floor or founda- 
tion, and of inclosing motors, wiring, 
piping, controls, pumps and sumps for 
coolant, lubricant and hydraulic oil. 
Chip space is also much larger. The 
appearance of the machines is en- 
hanced, and artisic reatment of the 
exterior has been employed as a means 
of trademarking machines. 

So-called “ordinary” cast iron has 
lost favor as the most suitable material 
for castings. Alloyed irons or steels 
have more desirable fabricating and 
service characteristics. Many concerns 
still feel that scraped iron ways are the 
best, but there is an increasing use of 
hardened steel wearing strips. 


ONVENIENT control is stressed 

in 1935 machines. Levers and 
handles are of the directional type, and 
these with handwheels, pushbuttons or 
other control media are concentrated 
within the comfortable working range 
of the operator. If more than one work- 
ing station must be provided, the con- 
trols are duplicated entirely or in so 
far as practicable for the particular 
machine. Measuring dials on infeed 





and length-feed screws are truly that 
so that the machine operator need not 
lose time on gaging and checking, but 
can produce to close limits on repeti- 
tion jobs. 

Hydraulic feeds continue to gain in 
favor. Companies that have been 
cautious in marketing machines with 
such equipment have become con- 
vinced through much experimentation 
and development in their own shops 
that such feeds are entirely satisfac- 
tory. Other concerns that have made 
use of hydraulic equipment for some 
time have also made many detail re- 
finements. Chucking, clamping and 
clutch operation are other functions to 
which hydraulic control devices have 
been applied. 

Valves and control panels for 
hydraulic circuits have undergone in- 
tensive development. A single operat- 
ing lever on the front of a machine will 
cause it to go through a complete cycle 
and stop, or repeat, after depressing 
one pushbutton to start the main elec- 
tric motor. Resetting of the controls in 
order to change the machine cycle for 
other work is a simple operation. 
Pumps have been perfected to give con- 
stant volume or pressure. Hydraulic 
motors, although not so common as the 
pumps, find frequent application where 
infinitely variable spindle speeds are 
desirable. They can be controlled by 
the operator or by a cam timed with 
the machine so that the speed is in- 
creased over a definite range in pro- 
portion to reduction in diameter of 
the work. 

Motors, switches, contactors and 
measuring relays especially adapted to 


AMERICAN MACHINIST 


rt. 








machine tool application have been 
given much consideration recently by 
various electrical manufacturers and 
have been taken up rapidly by the 
machine tool builders. Although these 
items have been under development 
and adaptation for many years, the in- 
terest in them lately has intensified 
because of a desire for multi-motor in- 
stallations that do away with mechan- 
ical connections to several mechanisms, 
and also because it is realized that elec- 
trical aids permit wonders in obtaining 
semi-automatic or automatic cycles. 
Torque motors for opening and closing 
chucks and actuating other work- 
holding means, dynamic braking for 
quick spindle stops on production ma- 
chines, electric clutches, and _ electric 
interlocks are a few of the recent in- 
novations. 


ACHINE tool builders are proud 
of the extent that they apply 
anti-friction bearings. Practically all 
spindles are mounted in _ pre-loaded 
types, and other shafts throughout the 
machine are likewise equipped if the 
slightest advantage can be shown. Alloy 
steels are used for spindles, shafts, gears, 
cams, reciprocating members and many 
other parts. Other features are: ground 
and lapped gearing, oil filters, central- 
ized lubrication, more accessible tooling 
zones, some welding although not as 
much as was predicted some few years 
ago, unit design so that special ma- 
chines can be quickly and economically 
assembled and _ still permit changes 
when desired. 
There are 640 items in this review of 
1935 shop equipment. Of this number 
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Interest in equipment offered for improved produc- 


tion is stimulated by increased industrial activity 


355 relate to metal-working machines 
of which many were exhibited at the 
Show. The balance deals with acces- 
sory equipment, parts, mechanisms 
and materials. 

Horizontal boring machines have 
either a high-speed and a low-speed 
spindle, or else a high range of spindle 
speeds as optional equipment. The pur- 
pose of these is to provide for small 
drilling, milling and boring operations 
at the same set-up. Quill-type heads 
are employed on a planer-type boring, 
drilling and milling machine, so that 
boring bars and cutters can be em- 
ployed on the same heads. The boring 
bars slide in sleeves, and pass through 
the large cutters mounted on the face 
of the sleeves. 

An imported jig-borer of unusually 
large size has been developed for direct 
production work as well as jig and fix- 
ture work. It incorporates a milling 
feed, and for this reason the measuring 
screws used on the smaller models have 
been superseded by an optical system 
for setting the machine to precision 
scales. A domestic jig borer, also of 
large size, has unusually large travel of 
the vertical spindle quill to allow for 
the boring of deep holes or holes in dif- 
ferent planes without resetting the 
head. New precision boring machines, 
a type which has now been on the 
market for several years, are principally 
adapted for small lot production, for 


close center-to-center distances of holes, 
for work requiring grooving and facing 
as well as boring, and for finish boring 
of cylinder blocks. The last represents 
a distinct departure in cylinder finish- 
ing methods and does away with the 
reaming and rough honing ordinarily 
employed. 

Considerable development has taken 
place in chucking machines. In one 
model all changes of feed and speed 
can be made under cutting loads. Elec- 
tric chucking by means of a torque 
motor at the back end of the spindle 
is a new feature in another line. Still 
another company is now building a 
line of machines intended to use newer 
cutting materials on a range of parts 
from small castings or forgings to 
others up to 9 in. in diameter. 

Large surface broaching machines for 
the automotive industry continue to 
show remarkable production and finish. 
Two of these new models are for work 
on blocks and the third for aluminum 
cylinder heads. A fourth exhibited at 
the Show was equipped with an index- 
ing fixture and a set of broaches to 
finish a rough pierced hole in an auto- 
mobile transmission countershaft forg- 
ing. During the year another method 
of broaching was developed that is 
particularly applicable to internal and 
external surfaces of work machined in 
vertical turret lathes. 

Hydraulic feeds were applied to 
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several new drilling machines, particu- 
larly the manufacturing types. The 
rapid approach and withdrawal of the 
drill is instrumental in securing higher 
production. Reversing motors instead 
of mechanical reversing clutches are 
also faster and allow trouble-free tap- 
ping. 

Eight new drilling and tapping units 
show the interest of both machine tool 
builders and the metal working indus- 
try in general in the subject of unit 
type machines. These units are being 
used by builders on their own machines 
and are also being furnished to modern- 
ize installed equipment. They are quite 
evenly divided between the mechanical- 
feed, mechanical-drive type, and the 
hydraulic-feed, mechanical-drive type. 
They are suitable for mounting in 
various positions and are fitted with 
means for automatic cycles that can 
be varied at will. 


IGHER speed and improved finish 

on the work are claimed for a 
gear generator. Spiral bevel and hypoid 
pinions used by the automotive indus- 
try have called forth new designs for 
roughing and finishing machines. Ex- 
cept for cutter drive, all movements of 
the roughing machine are under hy- 
draulic control. The finishing machine 
completes the operation in a single 
cycle, and is also hydraulic in nature. 
It embodies power chucking and strip- 
ping mechanisms built into the work 
spindle. Hobbing of the new taper 
spline is done on a machine in which 
the hob slide must move laterally as 
well as longitudinally. A tapered hob 
is used. 

Requirements of the automotive in- 
dustry are also responsible for an hour- 
glass-worm shaper. In this machine 
the cutter rotates in mesh with the 
work and reciprocates at the same time 
that it is feeding into depth. In order 
to secure smooth finish, the work 
makes a complete revolution after the 
cutter has reached the full depth. To 
finish these worms satisfactorily, 
another maker is building a lapping 
machine in which the work runs on 
centers to eliminate costly adaptors. 
Timing of the lapping action is auto- 
matically controlled. 

Other types of automotive gears are 
finished in a variety of new machines 
developed in 1935. Air-actuated collets 
hold any common type of gear on the 
workhead of a gear chamfering ma- 
chine while the operation progresses at 
the high speed of 150 teeth per min. 
Various rounding, pointing, chamfering 
and burring operations are done on a 
group of hydraulically controlled ma- 
chines. The shaving principle of finish- 
ing helical and spur gears has been ex- 
tended to internal gears. 

Increased use of carbide tools has 
stimulated the development of ma- 
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chines for grinding them. Silicon car- 
bide or diamond bearing wheels are 
used, and one model includes a lapping 
wheel to be charged with diamond 
dust. One of the many new bench 
grinders has built-in lamps that illu- 
minate both wheels. Another is de- 
signed solely to use up wheels that 
have been worn down to 7 in. diameter 
or less. 

Two new thread grinders have come 
on the market recently, one of domestic 
manufacture, the other foreign. The 
domestic machine employs an 18-in. 
wheel and is guaranteed to hold a 
tolerance on the lead of not 
over 0.0002 in. per in. of length. 

This machine is motor driven 
and self contained. Drive of the 
imported machine is through 
a cone pulley mounted above it. 
It has an accuracy of plus or 
minus 0.0001 in. on lead-screw 
grinding, and is fitted with micro- 
scope and temperature corrector. 

Machine timing characterizes 
two new models of cam grinders, 
thus permitting an operator to 
handle several machines. Hy- 
draulic operation is used on both 
of these units. Loading time is 
reduced on a crankpin grinder by 
the use of a hydraulically oper- 
ated steadyrest that clears the 
work automatically when moving 
from one pin to the next. 

Hydraulic operation equalizes 
the action of four 14-in. grinding 
wheels used in a special machine 
for finishing circumferential welds 
on condenser drums. Another 
special is said to be the largest 
built. It was designed for grinding the 
races for unusually large taper roller 
bearings and looks like a three-head 
boring mill. Ten motors are needed 
for the various motions, and a hydraulic 
drive moves the vertical spindles. 
Adaptability is featured in a plunge-cut 
grinder which is essentially a special 
machine. The automatic cycle of the 
machine is operated hydraulically and 
controlled electrically. 

A gap arrangement permits an in- 
ternal grinder of ordinary size to handle 
pieces up to 38 in. in diam., and 15 in. 
long. Another internal with an auto- 
matic cycle uses air pressure at 65 to 
80 Ib. to carry the wheel slide in and 
out, and a crank traverse mechanism 
to smooth the wheel control on short 
jobs. 

Surface grinders have reached a 
stage where they combine precision and 
considerable metal removing ability. 
Hydraulic and electric feeds and con- 
trols are in general use. One of these 
machines is equipped with built-in 
wattmeter. Tandem oil pumps are 
found on a rotary machine, the high 
pressure cylinder taking care of the 
chuck speeds, and the lower supplying 


pressure for the wheel slide. One large 
unit is equipped with revolving table 
which carries the work successively 
under three wheels thus subjecting it 
to rough, semi-finish and finish cuts in 
one revolution. 

Lathe spindle speeds were stepped up 
materially during 1935, to 3,600 r.p.m. 
on several makes, to 5,000 r.p.m. on a 
manufacturing type unit. Turret 
lathes now run up to 3,600 and 3,800 
r.p.m., screw machines to 3,400, 3,600 
and 3,800. Two makes of engine lathes 
are using an infinitely variable friction 
drive, and several makers of engine 


Product Engineering’s annual survey 
of design trends revealed how 59 ma- 
chine tool builders are extending the 
use of parts and mechanisms. Each 
bar in the chart gives the number of 
concerns adopting the particular item, 
not the percentage of the group 
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lathes, automatic lathes and_ turret 
lathes are offering a standardized 
flange-type spindle nose as regular or 
optional equipment. 

Turret lathe builders have substi- 
tuted a single speed-selecting lever for 
the three or more levers that had to be 
shifted on the older models. Auto- 
matic lathes are adapted to faster load- 
ing and unloading and shorter intervals 
between cuts to take full advantage 
of the faster cutting speeds. Electrical 
and hydraulic controls are being ap- 
plied wherever possible to the extent 
that very little physical effort is re- 
quired of the operator, but a very con- 
siderable amount of alertness. 

Base machines with various combina- 
tions of top units are being offered by 
several builders. V-belt drives are 
used on the higher speed models, as are 
directly mounted motors. Electric 
brakes are to be found on the produc- 
tion lathes where quick stopping is as 
important as quick starting. One lathe 
builder puts the change gears in the 
leg and drives the spindle through V- 
belts. 

Three hydraulically operated friction 
clutches and two similarly operated 
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brakes, one at the primary power 
source and the other at the spindle to 
prevent overrun, and more clutches in 
the gear train provide another solution 
of the control problem. 

Much sturdier bases are under most 
of the lathes. Some of them are built 
out so that there is no longer any over- 
hang of the headstock. Others have 
the base completely boxed in so that 
they look totally unlike the older 
models. 

Developments in milling machine 
design seem to be mostly at the two 
ends of the range, a few very large 
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machines, and several more quite small 
ones. Spindle speeds are being stepped 
up, 2,000 r.p.m. being common and 
2,600 available in at least one 
model. There has been a considerable 
advance in electrical control, particu- 
larly in the large planer-type machines 
where as many as 40 push buttons are 
in use on one machine. 

Milling machines for laboratory and 
toolroom use with ability to handle 
small production runs of small parts 
have attracted the attention of the de- 
signers and most of the new models fall 
in this field. Hydraulic as well as elec- 
tric control is being used, and V-belt 
drives have been applied to avoid 
vibration. In the strictly manufactur- 
ing machines much thought has been 
given to securing flexibility. 

Planer builders went all the way in 
substituting electric control for hand 
motions. The present-day planer oper- 
ator hardly has to move his feet once 
a job is set up, he controls everything 
from the pendant switch and the panel 
switches, all within easy reach. Two 
specialized models attracted attention 
at the Machine Tool Show, one demon- 
strating a simple and effective two-way 
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cutting tool, and the other a combina- 
tion of milling and planing heads that 
permit the performing of practically 
every operation on a machine base at 
one setting. To drive the various units 
individual motors are generally used; 
in fact, a large machine tool with only 
one motor is rarity today. 

The high-speed shaper, made pos- 
sible by the use of light metal in the 
ram, has regained some of the ground 
lost by the shaper to the milling ma- 


chine. All of the shapers announced’ 


during the year had higher speed 
ranges, 200 strokes per min. being con- 
ventional now for a 16-in. 
machine. 

Welded steel construction 
is gaining ground in the 
power press field but there 
are still plenty of advocates 
of the cast frame design. 
At a rough guess the two 
groups are about equal in 
size at the present time. 
New models of hydraulic 
presses are faster than the 
old ones and corresponding- 
ly more attractive from the 
production point of view. 

Greater efficiency, faster 
and stabilized arc, preset 
current control and _ self- 
adjusted voltage are fea- 
tures of welding sets de- 
veloped during the year. 
These machines have ex- 
tended current ranges to 
suit thin gage and heavy 
welding, and they have 
characteristics that enable 
use of coated and bare 
electrodes. The electrode materials in- 
clude one for depositing the equiva- 
lent of high-speed tool steel, and a 
second for hard surfacing of carbon 
steel, low alloy or high manganese steel 
to resist abrasion. Columbian-treated 
18-8 welding rod overcomes the prob- 
lem of impaired corrosion resistance of 
stainless steel after heat-treatment be- 
cause of segregation of carbon at the 
grain boundaries. Welds fabricated 
with the rod have full corrosion re- 
sistance and heat resistance in the “as 
welded” condition. 

In the section “Other Machines” 
there are many new developments of 
direct interest to the shop executive. 
Here are placed the condensed descrip- 
tions of equipment for which there are 
not enough items to make a separate 
classification. But when summed up 
it is an important section, where im- 
provements are to be found in as large 
measure as in the other parts of the 
review number. 

The first sub-group in the above 
classification deals with band-sawing 
and die filing machines. Such ma- 
chines attracted a good deal of atten- 
tion at the Show because of their abil- 
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ity to handle intricate contours. One 
of these machines has the saw band 
wound on a drum. The band, 150 ft. 
long, will give three minutes of sawing 
at the lowest cutting speed, and the 
band can be returned to its original 
position in 18 sec. Other machines are 
supplied with a small electric brazing 
machine so that the ends of the saw 
blade can be fastened together. An 
automatic feeding device on one ma- 
chine releases the operator to concen- 
trate on guiding the sawing operation. 


UFFING and polishing machines 

have been offered with greatly 
extended spindles so that awkward 
large work like fenders can be handled. 
Drives are arranged so that the re- 
placement of V-belts or speed changes 
can be made without opening the bear- 
ing housing or disturbing the motor. 
Abrasive cutting-off machines either 
supply coolant to the disk or have 
long water troughs in which the work 
lies and is moved to the wheel. One 
of these machines has been adapted 
to making long cuts through flat or 
slab stock. 

Complete hydraulic operation of a 
large die-casting machine is secured 
from one pump. An electric time-de- 
lay switch regulates the solidification 
period, eliminating guesswork on the 
part of the operator. When improving 
its drop hammer, another company 
made use of a high-strength, wear-re- 
sisting alloy iron that it had developed. 
An improved valve and cylinder of this 
material are proportioned to secure 
higher effective pressure, a shorter 
idling strike and elimination of valve 
leakage. 

Forging presses and rolls have been 
extensively improved. In one forging 
press for hot and cold work, the main 
shaft is of the full eccentric type, and 
the ram will withstand loads off center. 
Fine die adjustments can be made 
without shimming. In the “wide ad- 
justment” forging rolls, the semi-cylin- 
drical dies can be adjusted through a 
distance five times as great as formerly. 

What is probably the largest ma- 
chine of its type has been built to 
bend, flange, form and multiple-punch 
steel plates up to 2 in. thick and 12 
ft. long. Several electrical control sta- 
tions permit the operator to work at 
the most convenient position. High- 
speed helve hammers have been 
adapted to flattening trimmed butt 
welds on automotive body sheets, and 
for assembly of small units such as 
clock frames by spinning all rivet heads 
in one operation. One of the most in- 
teresting machines at the Show was the 
“silent riveter.” It consists of a sepa- 
rate gun head connected to a hydraulic 
power source by means of hydraulic 
hose. Control is at the riveter yoke. 
The pressure at the dies is 35,000 lb. 
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BORING AND TURNING MACHINES 





Boring Machines, 


Horizontal 

Universal Boring Machine 
Co., Hudson, Mass. (Vo!l.79, 
p.659. ) 


The No. 440 machine has a 
4-in. main spindle, and the No. 
450, illustrated, has a 5-in. spin- 
dle. The latter has spindle 
speeds from 8 to 300 r.p.m. in 
the low range and 7 to 850 
r.p.m. in the high range. Tra- 
verse of the spindle with one 
resetting is 72 in.; maximum 
distance from faceplate to outer 
support is 84 in.; distance from 
the top of the table to the cen- 
ter of the spindle is 48 in.; 
working surface of the table is 
36x72 in.; power cross feed of 
the table is 60 in. 


The No. 440 machine is ap- 
proximately the same size but 
may be equipped with a high- 
speed range of 83 to 1,000 
r.p.m. 

The high spindle-speed range 
available to the main spindle of 
both machines provides a range 
of speed suitable for small drill- 
ing, milling and boring opera- 
tions, and for the application of 
cemented-carbide tools. 











Boring, Drilling and 
Milling Machine, 
Horizontal 


Giddings & Lewis Machine 
Tool Co., Fond du Lac, Wis. 
( Vol.79,p.666. ) 


On this No. 350-T machine 
milling and drilling operations 
are not secondary to boring, but 
all three are performed with 
equal efficiency. A_ floor-type 
No. 350-FQ machine is similar, 
the main difference being a 
flange motor mounted directly 
on the head. This machine has 
an adjustable quill with sliding 
spindle. 

Boring and heavy milling are 
performed with the large main 
spindle running at speeds up to 
375 r.p.m. High-speed drilling, 





carried out on the small, sensi- 
tive high-speed spindle which 
reverses at 1,500 r.p.m. 

Operation of the table, saddle 
and headstock is entirely inde- 
pendent. Thus, the operator can 
follow an irregular outline, us- 
ing power feed to the table and 
headstock. Irregular outline can 
also be routed out or face 
milled with a vertical milling 
attachment. 

Diameter of main spindle, 5 
in.; table surface, 36x72 in.; 
height of spindle above table, 
48 in. maximum. 

















J 
4 











AMERICAN 


Boring, Drilling and 
Milling Machine, 


Horizontal 
Bryant Machinery & Engrg. 
Chicago, Ill. ( Vol.79, 
093.) 
The 5-in. and 6-in. spindle 


)readnaught table-type horizon- 
al boring, drilling and milling 
machines are built by the Ohio 
Machine Tool Co., Kenton 
Ohio, and distributed by the 
ibove concern. The illustration 
hows a 6-in. spindle machine 
vith 72-in. vertical travel of the 
spindle head, 48 by 100-in. table, 
Q-in. wide by 120-in. long bed. 

Among important changes is 





the movement of the precision 
rod measuring attachment from 
the rear to the front of the head 


and the front of the table. 
\lso, the handwheel for hand 
feed to the spindle and other 
units has been brought to the 
extreme front of the machine. 
The hand movement to the 
table and table saddle, the 
clamping of the table to the sad- 
dle, and the saddle to the bed, 
have been brought to the front 
part of the saddle, adjacent to 
the operator’s position. The 
boring bar support bearing can 
be clamped from the floor re- 
gardless of its vertical position. 


Boring Machines, 


Horizontal, 

Nos. 41, 42, 43 and 53 
Lucas Machine Tool Coa., 

Cleveland, Ohio. (Vol.79, 

1.703.) 


3y means of the new auxili- 
ary “Hi-Speed” drive incor- 
porated in the “Precision” 
\orizontal boring, drilling and 
milling machine, speeds up to 
1,200 r.p.m., 1,000 r.p.m. and 
800 r.p.m. are made available in 
the several size machines to the 
, 4, and 5 in. diameter main 
spindles, respectively. The ri- 
gidity of these main spindles 
permits their being extended a 
considerable distance, to reach 
recessed or offset surfaces with 
in end-milling cutter, and ac- 
irdingly the high speeds are 
ot limited to drilling. 


mere 
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The auxiliary Hi-Speed final 
dri,e to tne spindle is by mul- 
tiple V-belts, avoiding gear- 
tooth vibrations so detrimental 
to the cutting edges of cement- 
ed-carbide cutters. ‘The single- 
spindle construction for both 
high and low speeds avoids 
complication in indexing for ac- 
curate center distance between 
small and large holes bored one 
above another. 

The illustration shows a 3-in. 
spindle No. 41 machine with 
auxiliary Hi-Speed drive and 
other special features, including 
the dial-indicator indexing de- 


vice, employing special length 
gages corresponding to exact 
distances vertically and_hori- 


zontally between centers of 
holes to be bored in repetition 
work, or combinations of stand- 
ard end measures and inside mi- 
crometers for original work. 
The dial indicators insure uni 
form contact, without danger of 
“pringing and consequent error 
in indexing. 


Boring, Drilling and 
Milling Machine, 
Planer-Type 


Giddings and Lewis Machine 
Tool Co., Fond du Lac, Wis. 
( Vol.79,p.338. ) 


Quill-type heads, which in- 
clude a boring bar with hand 
and power feeds, are the out- 
standing feature of this high- 
power, precision, horizontal 
boring, drilling and milling ma- 
chine. The quill in the heads is 
adjustable by hand and also has 
eighteen independent power 
feeds. Milling cutters 8-in. and 
larger may be mounted on the 
spindle sleeve and left there be- 
cause the spindle is free to pass 
through the cutter. 

Directional controls are pro- 
vided for the heads and the 
table, enabling the operator to 





follow an irregular outline. In 
all, 324 combinations can be di- 
rectly engaged, sloping up and 
sloping down. 

The table is provided with 
two sets of scales and verniers, 
one on each side, and each head- 
stock is equipped with an in- 
dividual vernier and _ separate 
scales if necessary. The two 
planer-type cross rail clamps 
are operated simultaneously 
from either side of the machine. 
A three-head machine is shown 
with duplex controls. Not all 
combinations permit such an 
arrangement and for certain 
classes of work complete duplex 
control is not desirable. 





Boring and Reaming 
Machine, Vertical, 


Multiple-Spindle 

Baker Bros., Toledo, Ohio. 
( Vol.79,p.341.) 

This vertical hydraulic teed 


machine of simplified drive is 
designed for second boring and 
reaming of valve guide holes, 
and finish boring valve throats 
and chamfering the valve seats 
on a six-cylinder block. The 
cycle is automatic, allowing for 
one or two feeds with a positive 
stop and delayed reverse. The 
head is arranged with 24 spin- 
dles, a front row of twelve 
spindles, which carry the final 
reaming and chamfering tools, 
and a rear row for the twelve 
guide and valve throats. Pro- 
duction on this machine is 30 
hlocks per hour. 


Boring and Milling 
Machine, Jig 


Triplex Machine Tool Corp., 
125 Barclay St., New York, 
N.Y. (Vol.79,p.280.) 


This Société Genevoise “Hy- 
droptic” Size A machine is 
specially designed for direct 
production work as well as for 
the manufacture of jigs and fix- 
tures. Precision scales are read 
by microscopes (the machine is 
too large for precision lead 
screws as in other Swiss jig 
borers ). ‘ 

The table has a working sur 
face of 273x393 in. Traverse of 





the table is effected by hydrau- 
lic power. The cross-rail is ad- 


justable vertically on the col- 
umns by power. Vertical tra- 
verse of the rail is 20 in. Max- 


imum traverse of the spindle is 
10 in., and the six rates of 
power feed are from 0.0016 to 
0.001 in. in both directions. The 
eighteen spindle speeds range 
from 40 to 1,250 r.p.m. The ma- 
chine has a capacity for drill- 
ing from 0.1 to 1.75 in. in cast 
iron. Diameters from 0.5 to 9 
in. can be bored with adjustable 
tools. 


Boring Machine, Jig 


Voore » pec ial Tool Ga. 52 
Remer St., Bridgeport, Conn. 


( Vol.79,p.441. ) 


Increase in the size of the 
column and _= slides provides 
greater rigidity and accommo- 
dation for larger bearings. 
Power feed has been added to 





the spindle. Five spindle speeds 
ranging from 190 to 2,000 r.p.m. 
are available. Maximum boring 
capacity in tool steel is 14 in.; 
in mild steel 2 in. Table work- 
ing surface, 10x16 in. 


Boring Machine, Jig 


Pratt & Whitney Co., Hart- 
ford, Conn. (Vol.79,p.599.) 


The No. 2-A is available in 
two sizes, known as the No. 
2430 and No. 3644. The two 
machines differ only in_ table 
size and work range. Twelve 
spindle speeds ranging from 37 
to 1,800 rpm. Eight power 
feeds are provided in either di- 
rection for any spindle speed. A 
9-in. vertical travel of the spin- 
dle quill makes possible boring 
deep holes, or holes in different 
planes, without having to reset 
the spindle head. 

Graduations on the front of 
the quill and the depth-dial in- 
dicator provide for accurate 
deep boring. The table is tra- 
versed rapidly in both direc- 
tions by double-threaded screws. 
Holes are located by two di- 








80 AMERICAN MACHINIST 23RD SHOP EQUIPMENT REVIEW - + + JANUARY 29, 1936 














mensions at right angles, using 
the two built-in measuring de- 
vices. 

Specifications of the No. 2430 
and No. 3644 machines, respec- 


tively, are as follows: work 
table surface, 16x30-in. and 
22x44-in.; longitudinal table 


travel, 24 and 36 in.; traverse 
table travel, both sizes, 18 in. 


Boring Machine, 
Precision, Single-End 


Heald Machine Co., Worces- 
ter, Mass. (Vol.79,p.802.) 


The Style No. 49 single-end 
universal Bore-Matic is partic- 
ularly suitable for small-lot 
production of a variety of work 
such as may be found in a ma- 
chine tool shop. It is equipped 
with a manually operated draw- 
bar operating unit, by which 
chucks and collets can be actu- 





ated when they are used with the 
flange-type spindle workheads. 
A manually operated cross-slide 
is mounted on the table for 
either work fixtures or tool- 
holders. With this arrangement 
the work may be held in a ro- 
tating chuck or a stationary 
fixture on the table, and the 
cutting tool may be of either 
the rotating or stationary type. 


Boring Machine, 
Precision, Double-End 


5325 W. 


Stokerunit : 
Wis. 


Rogers St., 
(Vol.79,p.29.) 


Corp., 
Milwaukee, 


The machine has a bridge at 
both ends so that the boring 
of holes can be done when the 
center-to-center distance is too 
small to permit the use of two 
heads on the same bridge. A 
separate motor is used for each 
spindle and there is a revers- 
ible motor for actuating the 
table. The table moves the 





work to each spindle in turn 
and is controlled by an auto- 
matic feed system. 


Boring Machine, 
Precision, Double-End 


Machine Coa., 
Conn. (Vol.79, 


Automatic 
Bridgeport, 
p.377.) 


The Coulter Type C boring 
machine is intended for boring 
precision holes in all kinds of 
material and in unlimited vari- 
ety of sizes or shapes. Table 
feed and revolving of the spin- 
dles are accomplished from one 
hydraulic unit. The cycle of the 


; 





automatic 


completely 
and can be altered for length of 
stroke, rapid advance and tra- 
verse, and also for length of 
feed stroke for either end. The 
hydraulic motor for each spin- 
dle eliminates clutches, brakes 


table is 


and drive shafts. An infinite 
number of speed changes from 
200 to 2,000 r.p.m., or from 400 
to 4,000 r.p.m. are available. 

Weight, 7,000 Ib.; floor space, 
68x30 in. 


Boring Machine, 
Precision, Double-End 


Heald Machine Co., 
ter, Mass. (Vol.79,p.642.) 


The No. 49 Bore-Matic is a 
small double-end machine de- 


signed for precision boring of 
several operations in individual 





Worces- . 


parts from opposite ends, or a 
number of different pieces that 
can be handled at a single set- 
ting. It has capacity for four 
small-sized boring heads at each 
end of the machine. 

Boring speeds can be easily 
varied from 360 to 3,270 r.p.m., 
the distance between the bridges 
on the No. 49 is 28 in.; the 
standard maximum table travel 
is 12 in.; the boring stroke be- 
tween both ends on the stand- 
ard machine, with 28 in. be- 
tween bridges, is 11 in.; diame- 
ter of the hole bored 6% in.; 
minimum diameter of hole bored, 


} in. 


Boring Machine, 
Precision, No. 44 


Heald Machine Co., Worces- 
ter, Mass. (Vol.79,p.802.) 


The No. 44 is different from 
other Heald Bore-Matics in that 
the boring heads are at right 
angles to the table travel. Al- 
though designed particularly 


for facing and grooving oper- 
it may be adapted to 


ations, 








various arrangements of work 
where the surfaces to be bored 
are not parallel to each other. 
The machine may be furnished 
with completely automatic 
tables. With automatic control 
of the table in both directions, 
it is possible to perform a dif- 
ferent set of operations with 
each movement of the table. 


Boring Machine, 
Precision, Vertical 


Automatic Machine Ceé.. 
Bridgeport, Conn. ( Vol.79, 
p.772.) 


Type B-131 is a vertical, six- 
station, revolving, turret-type 
diamond-tool boring machine 
designed for large-quantity ma- 
chining of bearing holes in con- 
necting rods, pistons, bushings, 
valves, refrigerator units, mo- 
tor end shields, magneto hous- 
ings and similar parts. 

Power is taken from the spin- 
dle motor by means of V-belts 
contacting all  boring-spindle 
sheaves. As the turret revolves, 
the sheaves leaving the fin- 
ished-work position gradually 
move out of contact with the 
V-belts, and are stopped by 











cam-operated friction brakes. 
Spindles leaving the loading po- 
sition start to revolve before 
they reach the first boring posi- 
tion. Spindles are splined to 
permit the rise and fall of the 
spindle head, a movement which 
is controlled by the feed cam. 


Boring Machine, 
Precision, Cylinder Block 


Heald Machine Co., Worces- 
ter, Mass. (Vol.79,p.641.) 


The No. 45 “Bore-Matic” 
precision boring machine is in- 
tended for “borizing” precision 
holes in large and heavy, irreg- 
ular-shaped work of various 
kinds. The machine illustrated 
has been developed for borizing 
cylinder bores in a V-8 cylinder 





block. Four bores on one side 
of the block are finished in one 
pass, and after the block is 
placed in the reverse position 
in the fixture, the four bores on 
the opposite side of the block 
are “borized”. The No. 45 
Bore-Matic has a reciprocating 
table and a stationary bridge 
for the boring heads. The 
bridge provides for as many as 
seven boring heads. Specifica- 
tions: Maximum diameter of 
hole bored, 9 in.; minimum di- 


ameter of hole, 3 in. 


Boring Machine, 
Precision, Cylinder Block 


W. F. & John Barnes Co., 
Rockford, Ill. (Vol.79,p.682.) 


This machine and its work- 
holding fixture are completely 
automatic throughout. It was 
built for final-finish, single- 
point boring of Ford blocks and 
does away with the reaming 
and rough honing ordinarily 
employed. 

Two 


cylinder blocks are 
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drawn into the fixture from the 
loading station by an hydrau- 
lically operated pull-bar which 
also unloads the fixture after 
the boring operation. Slides 
carry four boring units, each 
driven by V-belts. Because of 
the close center distance of the 
bores the bars bore alternate 
holes in both blocks at each op- 
eration. All cylinder bores are 
held to 0.0002 in. limit for size. 


Boring and Milling 
Machine, Special 


Consolidated Machine Tool 
Corp., Rochester, N. Y. (Vol. 
79,p.27.) 


A special combination boring 
and milling machine has been 
built for boring and milling the 
large and small openings in 
large connecting rods and simi- 
lar work. An adjustable unit- 
milling head on the right side is 





used for milling the rectangu- 
lar opening in the small end of 
the rod. The large end is bored 
and faced with the large boring 
head. The milling head is 
mounted on an arm to provide 
in and out feed at right angles 
to the cross-rail. It also has 
lateral feed travel. 


Chucking and Turning 
Machine, Two-Spindle 


Potter & Johnston Machine 
Co., Pawtucket, R. I. (Vol. 
79,p.304. ) 


Two-spindle, Model 5-D 
“Power-Flex” automatic chuck- 
ing and turning machine— 
specifications : Distance _ be- 
tween centers of spindles, 154 
in.; swing over cross-slide, 13% 
in.; travel of cross-slide, strad- 





dle cut—each way, 2} in.; with 
10 in. diameter work, straight 
single tool facing—each way, 
44 in.; number of turret faces, 
5; distance from center of tur- 
ret hole to top of turret slide, 
53 in.; total turret slide travel, 
118 in.; turret feed, 11 in; 
cross-slide adjustment, 9f in.; 
diameter of hole through the 
spindle, 1 13/16 in. There are 
28 changes of speed between 19 
and 613 r.p.m. There are 24 
feeds arranged in geometric 
progression. 


Chucking Machine, 
Five-Spindle 


Goss & DeLeeuw Machine 
Co., New Britain, Conn. (Vol. 
79,p.663.) 


The spindles are driven by a 
10-, 15- or 20-hp. motor. Each 
spindle is equipped with a posi- 
tive-jaw clutch. During the in- 
dexing cycle, the spindle-drive 
motor is stopped. This permits 





engaging of clutches without 
noise or shock. Three heavy- 
duty cross-slides are provided 
in the second, third and fourth 
spindle positions and are locat- 
ed at the rear of the machine. 
Electric chucking is provided by 
means of a reversing torque 
motor. Each of the three cross- 
slides is operated direct by means 
of an individual hardened steel 
cam. 

Maximum swing, 8 in.; max- 
imum travel of the main tool- 
slide, 63 in.; maximum travel of 
cross-slide, 6% in. Production 
cycle, 15 to 600 pieces per hour. 
Weight, 20,000 Ib. 


Chucking Machines, 
No. 12A, Model 14, 
No. 16 and No. 38 


New Britain-Gridley Machine 
Co., New Britain, Conn. (Vol. 
79,p.644. ) 


Four chucking machines were 
introduced at the Show. The 
No. 12-A machine is a three- 
spindle, tool-rotating type. It 
offers the rigidity, spindle 
speeds and accuracy necessary 
to utilize modern cutting ma- 
terials. Spindles are provided 
with independent speeds and 
feeds so that the correct cut- 
ting speed and feed may be se- 
cured for each tool. The ma- 
chine is adapted for the finish- 
ing of small brass parts from 
castings or forgings, such as 
brake fittings, gas, and oil-line 
parts. 





No. 12A _three-spindle 





No. 16 six-spindle 





No. 38 single-spindle 


Model 14 is a four-spindle, 
work-rotating type in which the 
chucks have a capacity of 63 
in., and are hydraulically oper- 
ated. The wide range of spin- 
dle speeds is suitable for mod- 
ern cutting materials. Cross- 
slides are mounted on hardened 
and ground cylindrical steel 
studs. Auxiliary slides for car- 
rying tools independent of the 
main tool-slide can be applied in 
the two upper positions. 

The No. 16 machine is a 
heavy-duty, six-spindle work- 


rotating type. It is primarily 
designed for boring, turning, 
facing and forming operations 
on parts up to and including 9 
in. in diameter. Forming arms, 
two in number, have large di- 
ameter circular-section bearings 
and are actuated by individual 
cams. Chucks are 9 in. in di- 
ameter and can be of the two- 
or three-jaw type. 

The No. 38 single-spindle, 
heavy-duty, work-rotating ma- 
chine is designed for the finish- 
ing of rings such as inner and 
outer bearing races, ring gears 
and similar parts from forgings 
or tubing. Boring, turning and 
facing tools are carried in arms 
which are supported on circu- 
lar-section steel slides. These 
slides can be operated longi- 
tudinally for turning and _ bor- 
ing, or transversely for form- 
ing and facing operations, and 
they can be cammed to syn- 
chronize the movements to suit 
individual jobs. A_ stock-feed- 
ing attachment can be applied 
so that tubing up to 5% in. in 
diameter can be machined. 


Chucking Machine, 
Automatic, No. 7-D 


Potter & Johnston Machine 
Co., Pawtucket, R. I. (Vol. 
79,p.664. ) 


There are twenty changes of 
speed between 11 and 248 r.p.m. 
in the No. 7-D automatic chuck- 
ing and turning machine. These 
speeds are arranged in five sets 
of four automatic changes. Feed 
gearing is driven from the spin- 
die. There are 24 feeds in geo- 
metric progression from 0.007 
to 0.250 in. per revolution. 
These feeds are in three groups. 
Five turret faces are provided 
for the mounting of tools. Feeds 
are independent of the high con- 
stant speed for idle movements 
of the turret slide. 

Swing over bed, 364 in.; over 
cross-slide, 23 in.; travel of 
cross-slide each way, 84 in.; 
total turret slide travel, 28 in.: 
turret feed, 13 in.; diameter of 
hole through spindle, 53 in. 








BROACHING MACHINES 





Broaching Machine, 
Horizontal 


Machine 
( Vol.79, 


Cincinnati Millina 
Co., Cincinnati, Ohio. 
p.337.) 


A large automobile manufac- 
turer has been furnished this 
special horizontal surface 
broaching machine, for broach- 
ing and manifold-joint face, 
valve-chamber cover pad, fuel- 


pump pad, and a long narrow 
pad immediately below the valve 
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chamber, on a_ six-cylinder 
block. A bar guides the cylin- 
der block into the tunnel-type 
fixture. The ram control lever 
and the positioning lever are hy- 
draulically interlocked. Broach- 
ing speed 25.2 f.p.m.; stock re- 
moval 0.200 in.; time per piece, 
0.84 min.; production 55 pcs. 
per 48-min. hr.; total area 
broached, 37.6 sq.in. 


Broaching Machine, 
Cylinder-Block, 
Automatic 


American “Broach & Machine 


Co., Ann Arbor, Mich. (Vol. 
79, p.568. ) 
This automatic machine 


broaches the eight locating spots 
on top of the cylinder block of 
a V-8 engine. These surtaces 


are approximately 14-in. square. 
machine 
operating 


The of 


cylinders 


two 
slides 


consists 
in 





above the position at which the 
work is broached, making it a 
tunnel-type broaching machine. 
These two cylinders move as a 
single unit. A small hydraulic 
cylinder moves a block up to the 
proper position in the fixture. 


Broaching Machine, 
Surface, Vertical 


Foote-Burt Co., 
Ohio. (Vol.79,p.305.) 


Only the fixture and broach 
holder need be changed on this 
line of single-slide broaching 
machines for quick changes from 
the manufacture of one part to 
another. Cutting stroke of the 
broach is adjustable for length. 
High production can be ob- 
tained on small parts with lim- 
ited surface area by stacking 
two or three pieces in a fixture 
and using one broach, or by 
placing the pieces side by side 
and using two or three broaches 
side by side. 


Cleveland, 


r 
} 
} 
} 
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Work-holding fixtures are 
mounted on a_ sliding table 
which moves to and from the 


broach on hardened steel ways. 
The No. 22 has a capacity of 5 
tons and the No. 23 a capacity 
of 10 tons. 


Broaching Machines, 
Vertical 


Ma- 
Mich. 


American Broach & 
chine Co., Ann Arbor, 
( Vol.79,p.736. ) 


Built for pulling the broaches 
either upward or downward, 
the V-42 semi-automatic verti- 
cal broaching machine elimi- 
nates handling of the broaches 
by the operator. All that is re- 
quired by the operator is to 
place the work over the shank 
of the broach and start the ma- 
chine. It is possible to operate 
as many as eight broaches at 
one time. The maximum length 
of broach that can be used 
42 in., and the largest diame- 
ter of work the machine will 
receive is 13 in. 

The SB-18 hydraulic surface 
broaching machine is equipped 
with a tilting work-holding fix- 


is 


ture. Upon starting the ma- 
chine the fixture automatically 
closes, and the broaches pass 

















ak ed 


ore 


mounting and the handling of 
work. 30th pedal and lever 
are provided for operating the 
broach lift slide. Lever only 
is provided for operating the 
main slide. Three sizes: 10-, 
15- and 25-ton capacities. Max- 
imum over-all length of broach 
ranges from 42 to 60 in. 


Broaching Machine 


American Broach & Machine 
Co., Ann Arbor, Mich. (Vol. 
79,p.870. ) 


Designed for broaching elon- 
gated holes in aluminum cyl- 
inder heads used in a V-8 
engine, this vertical continuous 
machine is of the push-broach 
type. Four holes are broached 
at one time, and two pieces are 


completed every 14 sec. Table 
is the revolving type, hexa- 
gon shaped. Two cylinder 


heads are mounted on the side 


next to the operator, as the 
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members 
Upon completion of 
the broaching cycle, the drum- 
type table indexes automatical- 


two top 
broached. 


are being 


ly, discharging the two pre- 
viously broached heads. The 
stroke of the machine is 24 in. 


Broaching Method, 


“‘Roto-Broach” 
Bullard Co., Bridgeport, 
Conn. (Vol.79,p.774.) 


“Roto-Broaching” is the sub- 
jecting of the work, while 
rotating at cutting speeds, to 
the action of the tool, the blade 
edge, or edges, of which are ar- 
ranged to approach the work 
surface at an angle with respect 
to the axis of the work and at 
a relatively low speed. Thus, 
the cutting action passes along 
the blade from point to point 
axially of the work. In this 
way, no one point of the blade 
is subjected to a continuous 
in- 


heat for an excessive time 
terval. 





cee 
The Internal Tool The External! Tool 





DRILLING 


MACHINES 





down on the cutting stroke. 
The fixture opens for the oper- 
ator to unload and load while 
the broach is returning to its 
up position. 

This machine is designed for 
broaching flat or concave sur- 
faces, racks, ratchets, cams, op- 
posing surfaces and slots. Max- 
imum length of broach used is 
18 in. 


Broaching Machine, 
Vertical, Hydraulic 


LaPointe Machine Tool Co., 
Hudson, Mass. (Vol.79,p.806.) 


Being designed to pull the 
broach through the work, the 
vertical broaching machine sets 
up no difficulty in getting an 
ample supply of coolant to the 
cutting edge of the broach 
teeth. It also simplifies fixture 





Drilling and Boring 
Machine, Vertical, 
Hydraulic 


Moline Tool Co., Moline, Ill. 
(Vol.79,p.439. ) 


The continuous spiral drive 
has been retained on the cylin- 
drical - guide, hydraulic - feed 
drilling and boring machine, but 
the spiral is made much larger 
and is hollow, being supported 
internally on ball bearings. The 
advantage of the larger diame- 
ter spiral is better tooth contact 
between the driving and the 
driven gears. The fit of the 
spindle units or heads on the 
rail is changed to beveled clamp- 
ing surfaces, so that the heads 
are drawn squarely on the rail. 

This machine is_ provided 
with cylindrical hardened ways. 
The hydraulic cylinder has a 














flange connection to the lower 
side of the rail. A hollow sta- 
tionary piston rod is used and a 
separate motor drives the hy- 
draulic pump for the feed. 
Spindles can be adjusted out to 
a maximum center distance of 
36 in. Weight, 12,000 Ib. 


Drilling Machine, 
Vertical, Hydraulic 


Ex-Ceil-O Aircraft & Tool 
Co., Detroit, Mich. (Vol.79, 
p.648. ) 


The vertical hydraulic drill- 
ing: machine with a maximum 
stroke of either 8 or 10 in. is 
a single-purpose, heavy-duty 


manufacturing type. Rapid tra- 
verse, feeds, reverse and stop 
by 


are controlled adjustable 





dogs. Two forward feed rates 
are independently adjustable. A 
flange is located on the end of 
the quill for mounting multiple- 
spindle heads. Push-button con- 
trol for operating the electrical 
motors and the operating lever 
on the hydraulic power unit are 
located within easy reach of the 
operator. 


Drilling Machine, 
Vertical 


Bryant Machinery & Engrg. 
Co., Chicago, Ill. (Vol.79,p.710.) 


The C-14 and C-2 upright 
drilling machines are built by 
the Cleereman Machine Tool 
Co., Green Bay, Wis., and dis- 
tributed nationally by the above 
concern. The units are com- 
pletely geared with positive 
speeds, and an automatic pres- 
sure oiling system lubricates the 
gearing and the anti-friction 
bearings. The C-14 machine 
has a capacity of 14 in. in SAE 
1035 steel and is made in the 
following sizes: 20, 22, 24 and 
28-in. The C-2 machine has a 


2-in. capacity in SAE 1035 steel 
and is 
sizes. 


made in 24 and 28-in. 








Drilling Machine, 
Vertical, No. 22 


Buffalo Forge Co., 
N. Y. (Vol.79,p.735.) 


Buffalo, 


A production tool that may 
be readily changed between 
jobs, the “Buffalo” No. 22 drill 
is made safer for operation be- 
cause the backgears and direct- 
drive clutch are interlocked and 
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its feed is hydraulic. Rapid ap- 
proach and return is at the rate 
of 240 in. per min., while any 
drilling feed can be obtained in- 
stantly from 4 to 20 in. per 
min. By varying the control 
stops a jump feed can be had. 


























moved by one lever. Shifting 
may be done while the tool is 


running idle or at moderate 
speeds. Eight speeds are in 
geometrical progression from 


65 to 1,350 r.p.m. This speed 
range provides for efficient use 
of drills from 3/16 to 2 in., and 
for tapping and spot facing. 


Drilling Machine, 
Vertical, Hydraulic 


Leland-Gifford Co., Worces- 
ter, Mass. (Vol.79,p.776.) 


Equally applicable to drilling, 
reaming and facing in cast iron 
or for heavy production work in 
steel, the No. 4 drilling machine 
has drive by electric motor, and 








Specifications : center of spin- 


dle to face of column, 13 in.; 
maximum distance from spin- 
dle to table, 33 in.; vertical 


movement of sliding head and 
spindle, 18 in.; surface of table, 
24x23 in. 


Drilling Machine, 
Vertical 


Cincinnati Bickford Tool Co., 
Oakley, Cincinnati, Ohio. (Vol. 
79,p.807. ) 


An improved line of 21- and 
24-i ight drilling machine 
<4-1n. upright drilling machines, 
known as “Super Service” up- 
right drills, and a new 28-in. 
drill have been introduced. A 
reversing motor is used for tap- 
ping instead of the mechanical 


reversing clutches. These ma- 
chines are built with either 
round or box columns. The 24- 
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and 28-in. uprights provide 
twelve speeds trom 60 to 1,000 
r.p.m. or 90 to 1,500 r.p.m., and 
nine rates of power feeds. The 
2l-in. size provides nine speeds 


in any one of five optional 
ranges, and four rates of power 
feeds. All speed and_ feed 
changes are controlled by a 


single lever fitted with direct- 


reading plate. A compound 
table may be obtained on the 
24-and 28-in. sizes for layout 
work in the toolroom. 
Drilling Machines, 
Vertical, ‘Clean-Line”’ 

Baker Bros., Inc., Toledo, 
Ohio. (Vol.79,p.899.) 


for quick-change- 
overs, simplified design and 
modern appearance are found 
in the “Clean-Line” heavy-duty, 
hydraulic-feed drilling machines 
for drilling, boring and form- 
ing. 


Flexibility 


The machine can be built 








as a manufacturing type with a 
simplified speed drive incor- 
porating pick-off gears for 
change of speed, or with a slid- 
ing-gear transmission, to give 
quick changes of speed. Full 
hydraulic feed is used. Multiple 
heads are mounted to brackets 
on the saddle for interchange- 


ability. Machines can be fur- 
nished with plain or index 
tables. 
Drilling Machines, 
Sensitive 

Fosdick Machine Tool Co., 
Cincinnati, Ohio. ( Vol.79, 
p.068. ) 


An arrangement that enables 
the operator to bottom tap very 
accurately on the No. 4 16-in. 
sensitive drilling machine is se- 
cured through an _ adjustable 
depth stop. Drive is from a 
direct-coupled, two-speed motor. 


With a three-speed gearbox a 
total of six speeds from 225 
to 1,800 r.p.m. are available. 


The tapping attachment is of 
the reversing-motor type. 

The No. 5 has a power feed 
instead of a tapping attachment. 
A depth stop disengages the 








power feed and is accurate to 
within 0.010 in. The No. 4 has 
drill capacity of § in. in cast- 
iron and is built in 16-, 24- and 
30-in. sizes. The No. 5 drill 
has a capacity of 1} in. in cast- 
iron, and is built in 16- and 
24-in. sizes. 


Drilling Machine, 
Sensitive, Bench 


Langelier Mfg. Co., Provi- 
dence, R. I. (Vol.79,p.734.) 


This Type A high speed, su- 
per-sensitive bench drill is de- 
signed with a deeper gap from 
the chuck to the column, and a 
new sub-table mounted on a 
trunnion in the center of the 

















base which can be swiveled and 
clamped in any circular posi- 
tion. Speeds from 2,000 to 
8,000 r.p.m. can be obtained. 
Capacity, + in. in steel. The 
spindle mounting eliminates belt 
pull on the spindle, and insures 
an accurate and sensitive feed 
of the drill. 

The spindle feed is actuated by 
a yoke engaging a small pinion 
attached to the end of the hand 
lever hub. It is returned by a 
torsion spring housed in the hub 
of the hand feed lever. 


Drilling Machine, 


Radial 
Carlton Machine Tool Co., 
Cincinnati, Ohio. (Vol.79, 
p.376. ) 


The light-duty model has a 
9-in. column and is made in 3- 
and 4-ft. arm sizes. A reversible 
motor is mounted directly on 
the transmission, at the rear of 
the head. It drives down under 
the arm, on the largest diameter 
of the spindle. There are nine 





speed changes, covering a range 
of 75 to 1,500, 100 to 2,000, or 
150 to 3,000 r.p.m. Four feed 
changes are available, from 
0.006 to 0.020 in. The spindle 
has automatic stops controlling 
its maximum travel. 


Drilling Machine, 


Radial 

American Tool Works Co., 
Cincinnati, Ohio. (Vol.79, 
p.651.) 

Higher speeds, less operating 
effort and minimized mainten- 
ance are the purposes of the 


superspeed “Holewizard” radial 
drill. Equipped with a 5-hp. 
built-in motor, the drilling ca- 
pacity of this machine is 2 in. 
in cast iron and 14 in. in steel. 
The corresponding tapping ca- 
pacities are 2 and 1% in., re- 
spectively. Eighteen spindle 
speeds in geometrical progres- 
sion cover a standard range of 
35 to 1,500 r.p.m. Drive to the 
spindle is through hardened and 
lapped helical gears. This ma- 
chine is built only in the motor- 
driven type. 
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Drilling Machine, 
Radial, 5-Ft. 


Fosdick Machine Tool Co., 
Cincinnati, Ohio. (Vol.79, 
p.668. ) 

In the 5 ft. 17-in. column 


radial drill, finger tip control 
of the head allows the operator 
to rapid traverse it or to cause 
it to creep for accurate posi- 
tioning. The rapid traverse 
lever hydraulically traverses the 
head at any speed up to 15 ft. 





Also on the right- 
the head is a 


min. 

side of 
handle that controls the clamp- 
ing or unclamping of the arm by 


per 
hand 


hydraulic means. At the left of 
the head is a lever for clamping 
the head to the arm by means of 
a mechanical arrangement. 


Drilling Machine, 
Radial, High-Speed 


Cincinnati Bickford Tool Co., 
Cincinnati, Ohio. (Vol.79, 
p.681.) 


The high-speed “Super Serv- 
ice’ radial provides _ spindle 
speeds as high as 3,500 r.p.m. 
without the use of belts. All 
speed changes are made at the 
head through alloy-steel sliding 
gears. Nine spindle speeds are 
available. Two feed ranges, 
made through sliding gears in 
the head and controlled by an- 
other single lever, are optional. 

The head is mounted on anti- 
friction bearings, rolls on a 
hardened steel arm-way, and is 
moved at the rate of 3 in. per 
turn of the handwheel. Power 
feed is automatically disengaged 
at the top and bottom limits of 
spindle travel. Forward or re- 
verse spindle driving clutches 
are eliminated by the use of a 
reversing motor. 











Drilling, Boring and 
Tapping Machines, 
Special 


Defiance Machine Works, De- 
fiance, Ohio. (Vol.79,p.804.) 


The company has furnished 
six machines designed for per- 
forming the various machining 
operations on air compressors 
for household _ refrigerators. 
Four are described and _ illus- 
trated. 

A vertical 58-spindle drilling 
and countersinking machine 
drills and countersinks the holes 
in the top, bottom and _ side 
flange of the compressor hous- 
ings. The column has _ long 
slides which carry the cluster 


drive head to which the multi- 
ple-spindle heads are mounted. 
A horizontal fixture pedestal is 




















e. 4 
Two-spindle machine 


made with two wings that carry 
the slides on which the two 
side heads are mounted. Other 
heads are put on for drilling 
castings with different centers. 
This machine is fitted with a 
30-in., three-station, hand-oper- 
ated indexing table with two 
fixtures at each station. Pro- 
duction is 76 castings per hour. 

The two-spindle vertical bor- 
ing and facing machine, de- 
signed for rough and finish bor- 
ing and facing the bottom of 
the compressor housing, is a 
heavy-duty machine. A _ fixed 
center head is arranged for 
Texrope drive. The three- 
station, 30-in. circular hand- 
indexing table is fitted with 
fixtures of the two-jaw, self- 
centering chuck type. Eighty 






































33-spindle tapper 


castings are completed per hour. 

The horizontal, two-way- 
opposed, ten- spindle drilling and 
facing machine has been de- 
signed for drilling, countersink- 
ing, counterboring, rough and 
finish facing of the boss for port 
holes on the compressor hous- 
ings. Each of the two heads 
has five spindles. This machine 
is equipped with a hand-oper- 
ated, five-station trunnion-type 
fixture that is mounted on the 
center member of the base. 
Hydraulic feed cycle of the ma- 
chine is automatic. Capacity is 
68 castings per hour. 

All holes in the top, bottom 
and sides of the compressor 
housings are tapped on the hori- 
zontal 33-spindle, three-way 
tapping machine. The base con- 
sists of one front member to 
which the rear member is at- 
tached. Heads are arranged for 
direct-motor drive. Multiple- 
spindle cluster heads on_ this 
machine can be removed and 
other heads put on for tapping 
castings with different centers. 


Driiling and Tapping 
Machine, Dial-Type, 
No. 48 


Bodine Corp., 
Ave., Bridgeport, 
79,p.307. ) 


This machine has a capacity 
of four 4-in. drills and two 
4-in. taps in mild steel. The 
taps are advanced and reversed 
by an oscillating segmental 
gear. Maximum stroke of the 


1720 Fairfield 
Conn. (Vol. 


slide is 4 in. 
The 


machine is built as a 
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dial-tapping machine, as a dial 
drilling machine, or as a com- 
bination dial drilling and tap- 
ping machine. Two sizes of 
knee are standard—20 and 30 
in. Speeds from 10 to 35 strokes 
per min. are possible. Each tap 
spindle carries its own com- 
pensator—thus allowing differ- 
ent pitch threads to be tapped 
simultaneously. 


Drilling Machine, 
Piston Smoke-Hole 


Millholland Sales & Machine 
Co., 936 Georgia St., Indianap- 
olis, Ind. (Vol.79,p.507.) 


A smoke-hole drilling ma- 
chine for passenger car, truck 
and diesel pistons has two No. 
2 Millholland automatic drilling 
units. The operation of drilling 


and indexing is automatic after 
the piston has been loaded and 
started. 


feed Fixtures are 





mounted on swivel bases to ac- 
commodate varying degrees of 
angularity of smoke holes found 
in different styles of pistons. 
Adjustment for length and size 
is provided to accommodate 
from zhe smallest passenger car 
piston up to 8-in. diesel pistons, 
11 in. long. 


Drilling Machine, 
Station-Type, 
“*Fleximatic”’ 


Machine 
N. H. 


Tool 
(Vol.79, 


Kingsbury 
Corp., Ke ene, 
p.771.) 


Designed to perform drilling, 
milling, threading or analogous 
operations at an exceptionally 
high rate of production, this 
center column, automatic-index- 
ing machine is adaptable to a 





large variety of work. This is 


due to the fact that the units 
which make up the machine are 


equipped with _ self-contained 
drive and feed and can be 
readily relocated. 


The rotary table or turret is 
automatically indexed with har- 
monic motion in from one to 
two seconds by a torque motor. 
Drilling units are tripped elec- 





trically through specially de- 
signed solenoids, as the indexing 
motor reverses to lock the table 
in its set position. This machine 
can be furnished for from four 
to eight, or more, indexes of the 
table per revolution. Double in- 
dexing can be provided. The 
rotary table is 36 in. in diameter 
with finished surface for fix- 
tures 32 in. in diameter. 


Drilling Machine, 
Two-Way 


Buhr Machine Tool Co., Ann 
Arbor, Mich. (Vol.79,p.705.) 


The two-way machine drills 
and countersinks the cotter-pin 
hole in a g-in. bolt. A cam op- 
erates the index. In the first 
position countersinking is done 
on both sides. In the second 
position the hole is drilled part 
way through from one side. In 
the third position the hole is 
drilled part way through from 
the other side. In the fourth 
position the hole is drilled 














through. In the fifth position 
the hole is checked and the ma- 
chine stopped if the part is im- 
perfect, thus eliminating scrap. 
In the sixth position the part is 
removed from the index and 
dropped in a pan. 


Drilling Machines, 
Vertical, Indexing 


Millholland Sales & Machine 
Co., 936 Georgia St., Indian- 
apolis, Ind. (Vol.79,p.632.) 


The table will operate at 720 
indexes per hour. The vertical 
drilling unit can include 4, 6, 10, 
12 or more spindles. The ma- 
chine is sensitive enough to drill 
-in. holes in steel and powerful 


r — 
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to l-in. 


enough to handle §- 
drills in steel, 24-in. boring cuts 
and facing up to 3-in. 

The whole mechanism is syn- 
chronized by using a standard 


No. 5 Millholland automatic 
drilling unit in a vertical posi- 
tion as a master unit for all 
feeds, both vertical and horizon- 
tal, and for automatic indexing. 
An 18-i in. diameter table is reg- 
ularly employed. In most cases, 
70 per cent of the time is ac- 
tually used in cutting metal. 


Drilling and Tappin 
Unit, No. 0 , 


Bradford Machine 
Cincinnati, Ohio. 


61.) 


Tool Co., 
( Vol.79,p. 


_ This unit was designed for use 
in building up special high- 
production equipment for drill- 
ing, tapping, reaming, spotfac- 





and 
pacity up to a 4-in. drill. 
is obtained by a positive-return, 


ing Ca- 


Stroke 


hollow-milling. 


double-track cam. A friction 
clutch drives the feed. Spindle 
speeds, 525 to 8,750 r.p.m. in 
63 steps, variable by pick-off 
gears. Stroke, up to 23 in. with 
any feed, or combination of 
feeds. 
Drilling Units, 
Motor-Driven 

Edlund Machinery Co., Cort- 
land, N. Y. (Vol.79,p.344.) 

These hand-feed and power- 
feed motor-driven drill units 
may be mounted vertically, hor- 
izontally or at an angle. A mo- 


tor drives the spindle through 





a pair of helical quick change 
gears and a two-spline broached 
quill. On the power feed unit 
a four-step cone pulley is 
mounted on this quill for driv- 
ing the power feed mechanism. 
This unit has a capacity of # in. 
in steel and a spindle speed 
range from 360 to 3,000 r.p.m. 


Drilling Unit, Hydraulic 


Ex-Cell-O Aircraft & Tool 
Corp., 1200 Oakman Blvd., De- 
troit, Mich. (Vol.79,p.186.) 


The small unit, No. 23, has an 
8-in. stroke; the medium, No. 
25, has a 10-in. stroke, and the 
large, No. 28, has a 12-in. 
stroke, 


These units are adjust- 








able for length of stroke, length 
of rapid traverse and length of 
feed. An electric motor drives 
the hydraulic pump and drive 


shaft by V-belts. The pump 
driving shaft is connected 
through change gears to the 


spindle driving shaft. The main 
quill or ram provides feed for 


the unit, and has a mount- 
ing flange for multiple-spindle 
heads. 


Drilling Unit, Hydraulic 


Hoefer Mfg. Co., Freeport, 
Ill. (V0l.79,p.645.) 

The self-contained hydraulic 
feed drilling unit is obtainable 


in sizes from 14 to 10 hp., can 
be used in any position or at 
any angle. A motor is mount- 
ed on the rear end and its shaft 














connects directly to an inter- 
mediate shaft, which drives the 
geared pump located within the 
oil sump. Pick-off gears trans- 
mit power to the main spindle. 
While rapid approach and with- 
drawal speed are constant, 40 in. 
per min., the rate of the work- 
ing feed is from zero to 40 in. 
per min. 


Drilling Unit, Hydraulic 


Ex-Cello-O Aircraft & Tool 
Co., 1200 Oakman Blvd., De- 
troit, Mich. (Vol.79,p.649.) 


The hydraulic power unit is 
adapted for drilling, reaming, 
counterboring, spotfacing and 
similar operations. It can be 
mounted either singly or in 
multiple. The smaller unit, No. 








23A, has an 8-inch stroke; 
the larger unit, No. 25A, a 10- 
in. stroke. No. 25A unit has 
feed of 1 to 32 in. per min., with 
a rapid approach and return of 
300 in. per min. Range of feed 
on the No. 25A unit is 1 to 
32 in. per min., with a rapid 
approach and return of 230 in. 
per min. Adjustable dogs con- 
trol the rapid approach, feeds, 
return and stop. 


Drilling Unit, Hydraulic 


Sundstrand Machine Tool 
Co., Rockford, I[Il. (Vol.79, 
p.661.) 


A sliding-head hydraulic unit 
suitable for boring, drilling, 
reaming and spot facing, mill- 
ing and similar operations is 
illustrated. This unit is built 


in 74-, 10-, 15- and 20-hp. stand- 
Drive 


ard sizes. for rotating 





the spindle is by mechanical 
means. 

The automatic operating cycle 
includes rapid approach to the 
work, feed, a slower feed and 
dwell, or dwell only as desired, 
rapid return and stop. Hy- 
draulic power is used for feed- 
ing. 


Drilling and Feed Units, 
Hydraulic 


W. F. & John 
Rockford, Ill. 


Barnes Co., 
( Vol.79,p.682. ) 


units 
boring 
They 


These hydraulic feed 
are adapted to heavy 
and drilling operations. 


provide rapid approach at a 
fixed rate; any desired feed 
rate; an accurately controlled 


dwell, if required; rapid return 
to the starting position; auto- 
matic stop, or repeat. A con- 
stant ratio between the feed rate 
and the revolutions per minute 
of the cutting tool is maintained 
under all operating conditions. 


These features are secured 
through two pumps and one 
control valve which were de- 
signed by Barnes. Units are 
connected with a minimum of 


piping, joints or passages, and 





Flange-tybe unit 
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Square-ram unil 


have a closed hydraulic circuit. 

The flange type unit may be 
adapted for manifolding direct 
to a cylinder or may be piped 
direct to a valve and cylinder 
with a minimum of piping. 

FF Type Unit is used prin- 
cipally for the operation of bor- 
ing and drilling heads. 

The 3-hp. and 5-hp. hydraulic 
square ram units are designed 
for work that does not require 
the heavy duty hydraulic heads. 
They can be incorporated in 
existing machines or in -the 
manufacturer’s designs. 

An indexing unit is for hy- 
draulically indexing a fixture in 
relation to the boring spindles. 





Drilling Unit, 
‘“*Hydroscru” 


Buhr Machine Tool Co., Ann 
Arbor, Mich.. (Vol.79,p.705.) 


The “Hydroscru” power unit 
moves on the ways of a station- 
ary base. Spindle speeds are 
variable and secured by change 
gears. The rate of feed can 
be changed by accessible change 
gears, giving, a range of from 





0.002 in. to 0.030 in. Feed and 
rapid-advance control dogs are 
located in front for quickly 
changing the stroke, feed and 
rapid advance. The “Hydro- 
scru’ unit may be used either 
as a single unit or on two, three, 
or four machine ways, and in 
any combination of horizontal, 
vertical or angular mountings. 
Feed stroke is 18 in. 


Drilling Unit, 
Automatic, No. 3 


Millholland Sales & Machine 
Co., Indianapolis, Ind. (Vol. 
79, p.936. ) 


This unit, which combines 
cam and hydraulic operation, 
has a 3-in. stroke, uses a 1- to 
3-hp. motor, and has a drilling 
capacity up to 1 1/16 in. in 
steel. Unit has high speed ca- 
pacity up to 3,000 r.p.m. Cam: 
operation permits cycle oper- 


ations up to 60 per minute or 
one 


down to 
per cycle. 


minute or more 








GEAR CUTTING AND 


FINISHING 


MACHINES 





Generating Machine, 
Gear 


Farrel-Birmingham Co., Buf- 
falo, N. Y. (Vol.79,p.672.) 


An improved cutter relief 
mechanism permits higher op- 
erating speed and increases the 
accuracy and improves the fin- 


ish of the work. Thus, it is 
possible to perform new ma- 
chining operations which are 


entirely disassociated with gear 
cutting. The helical guides 
are of new design. Each set of 
guides is an integral unit read- 


Seeeeeeeseseesesesaseceaes 


ily removable, thus providing an 
easy means of changing from 
helical to straight teeth or from 
one helix angle to another. 


An automatic’ in-feed, or 
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depth-feed, mechanism automat- 
ically feeds the work towards 
the cutters in any desired incre- 
ment per revolution of the 
work. These increments may be 
uniform or variable as required. 
Embodied in this mechanism is 
a device for withdrawing the 
work from the cutters when the 
finish cut has been made and for 
stopping the machine. 


Roughing Machine, 


Spiral-Bevel 
Gleason Works, Rochester, 
N. ¥Y. (Vol.79,p.218.) 


The No. 15 spiral bevel pin- 
ion rougher is said to be from 
two to three times fast in 
production as the older type. 
The machine will rough both 
spiral bevel and hypoid pinions. 
It is hydraulic in all of its 
movements except the drive to 
the cutter. The circular move- 


as 


Pp 





ment of the cradle and work 
spindle for generating the tooth 
shape are derived from a recip- 
rocating movement of a pair of 
racks which are connected and 
actuated by an_ hydraulically 
operated roll piston. Pinions of 
different ratios can be cut by 
changing the ratio of roll gears 
in the train to the work-spindle. 

Specifications: longest cone 
distance, 30 deg. spiral angle, 78 
in; largest pitch angle, 26 deg. 
34 min.; smallest pitch angle, 7 
deg, 7 min.; extreme ratio, 
shafts at 90 deg., 8 to 1; larg- 
est pitch diameter, 8 to 1 ratio, 
1% in.; largest pitch diameter, 
2 to 1 ratio, 7 in.; largest pitch, 
Gleason system, 24 D.P.; max- 
imum full depth, ? in.; longest 
face, 12 in. 


Finishing Machine, 
Gear, No. 11 


Works, Rochester, 
( V 0l.79,p.473. ) 


Gleason 


N. Y. 


The No. 11 single-cycle gear- 
finishing machine is said to be 
the fastest yet devised for fin- 
ish-cutting spiral-bevel and hy- 
poid ring gears. The gear to 
be finish-cut is previously rough- 
cut in the standard Gleason 
roughers. The face-mill finish- 
ing cutters consist of two series 
of inserted blades. First, a 
series of blades of progressive- 
ly increasing depth shape and 
space the tooth by a succession 
of very light cuts. Then fol- 
low a series of finishing blades, 
each cutting the full depth. 
which finally size the whole 
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profile of the tooth, and pro- 
duce the desired smooth finish. 
The cutter and gear remain in 
normal full-depth operating po- 
sition during the entire cycle, 
and provision is made for in- 
dexing by a gap in the cutter 
which follows after the second 
series of blades. The cutter ro- 
tates at a uniform speed. When 
the cutter revolutions equal the 
number of teeth in the gear, the 
gear is finished. A _ power 
chucking and stripping mechan- 
ism is built into the work-spin- 
dle. 


Hobbing Machine, 
Taper-Spline 
Barber-Colman Co., Rock- 


ford, Ill. (Vol.79,p.217.) 


The company has developed 
a taper spline which is adapt- 
able to any machine or mechan- 
ism requiring a gear, wheel, 
pulley, arm or similar unit to 
be mounted removably on the 
end of a shaft or axle. This 
construction does not weaken 
the shaft. Therefore, shaft di- 
mensions may be reduced for a 








given power-transmission  re- 
quirement. Other advantages of 
the taper spline are: greater 


key contact area, greater stress 
distribution, keys cannot loosen 
or be lost and corners of keys 
will not round off under recip- 
rocating stresses. 

The Barber-Colman 
spline hobbing machine _re- 
sembles the company’s Type 
“A” machine. The _ hob-slide 
swivel construction is the main 
point of difference, as it has 
means tc traverse the hob not 
only laterally but also longitudi- 
nally. The hob has a tapered 


taper 


form. The longest teeth enter 
the work first and cut the deep- 
est part of the keys. As the hob 
moves along the shaft, it also 
moves across it so that progres- 
sively shorter teeth cut shal- 
lower portions of the spline. A 
given hob can make a variety 
of tapers on a given size of 
shaft, but for a different size 
shaft a separate hob is required. 


Hobbing Machine, Gear 


Gould & Eberhardt, Newark. 
N. J. (Vol.79,p.680. ) 


This machine, the No. 72-H, 
is suitable for rapid production 
of spur gears, single and double 
helical gears, and worm gears. 
It has capacity to cut gears up 
to 48 in. in diameter within the 
support and 80 in. with the sup- 
port removed. Face capacity for 
spur gears is 20 in., and the 


rated pitch capacity is 14 D.P. 
Net weight, 26,000 Ib 


in steel. 





This universal machine uses 
the vertical cutting principle 
with the hob slide mounted on 
an adjustable stanchion and the 
work spindle fixed within the 
base. The swivel cutter sup- 
port has an angular adjustment 
of 180 deg. to cut right- and 
left-hand helical gears. <A dif- 
ferential mechanism for cutting 
helical gears is built in. An au- 
tomatic infeed mechanism is 
also incorporated. 


Shaper, Hourglass- 


Worm, No. 6 
Fellows Gear Shaper Co.., 
Springfield, Vt. (Vol.79,p.770.) 


The No. 6 hourglass-worm 
gear shaper will cut right- or 


left-hand threads. The cutter 
rotates in mesh with the work 
and reciprocates at the same 


time that it is feeding into the 
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required depth. Work makes 
one complete revolution after 
the cutter has reached {full 
depth, producing smooth finish 
Depth of feed is controlled by 
a cam provided with a dwell jor 
the finish cut. The same cutter 
is used for roughing and _ fin 
ishing. Provision is made 
through change gears for cut- 
ting different numbers of teeth 
or threads, and for different 
depth and rotary feeds. 


Chamfering Machine, 


Gear-Tooth 

W. C. Lipe, Inc., Syracuse, 
N. Y. (Vol.79,p.252.) 

The single-spindle, high 
speed, gear-tooth chamfering 


machine mounts the gear on the 
air-actuated 
drawrod 

It is 


col 
and U 


automat 


workhead by 
lets or by a 
washer clamp. 





ically indexed by means of a 
hardened and ground master in- 
dex ring. The cutter is auto- 
matically fed into the work, 
usually straddling two teeth 
Operation, up to 150 teeth per 
min. Any type of gear com 
monly used as well as splines 
can be chamfered. Machine will 
burr helical or spur teeth, and 
drill or mill, 


Finishing Machines, Gear 
Cross Gear Machine Co., 


3250 Bellevue Ave., Det nif, 


Mich. (Vol.79,p.185.) 


& 


Three machines have been de- 
veloped for performing various 
rounding, pointing, chamfering 
and burring operations on all 
gears. The No. 35 gear tooth 
rounder is fully hydraulically 
controlled. Indexing is accom- 
plished from the already formed 





No. 35 gear tooth rounder 
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No. 50 chamfering machine 


tooth by means of a hydraulic- 
ally actuated pawl. Specifica- 
tions: gear face capacity, 15 in.; 
gear diameter capacity 36 in.; 
gear pitch capacity, 2 pitch or 
finer. 

The No. 40 gear tooth point- 
ing machine is a semi single- 
purpose tool which employs a 
hollow-mill type of cutter that 
is moved into the stationary 
work. Automatic indexing, hy- 
draulically controlled, is accu- 
rate within 0.0001 in. Specifica- 
tions: gear face capacity, 12 
in.; gear diameter capacity, 20 
in.; gear pitch capacity, 2 pitch 
or finer. 

The cutter spindle of the No. 
50 gear-tooth chamfering ma- 
chine remains fixed while the 
work spindle is movable and the 
work is presented to the cutter. 
While the gear is being rotated, 
the work-holding spindle is 
moved forward and back by a 
guide cam. The work spindle 
is independently driven by a hy- 
draulic motor. Base of the work- 
head is graduated to facilitate 


setting up. 
Specifications: gear face ca- 
pacity, 15 in.; gear diameter 


capacity, 15 in.; gear pitch ca- 
pacity, 2 pitch or finer. The 
No. 40 and No. 50 machines 
are also available in two-spin- 
die, two-station types. 


Shaving Machine, 
Internal-Gear 


Michigan Tool Co., 7171 E. 
Six Mile Road, Detroit, Mich. 
( Vol.79,p.836. ) 


A finishing machine operat- 
ing on the same “shaving” 
principle as the “crossed-axes” 








machine for finishing helical and 
spur gears, has been developed 
for finishing internal gears. The 
pot-chuck is fitted with adapters. 

The laminated or serrated 
cutter is mounted on a vertical 
arbor, which in turn is mount- 
ed in an eccentrically driven 
holder. As the cutter arbor ro- 
tates—driving the internal gear 
which is free to turn with its 
adapter on roller bearings—the 
arbor holder slowly rotates ec- 
centrically so that the arbor it- 
self moves gradually on an arc, 
approaching the internal gear. 
The cutting teeth feed into the 
internal gear teeth. 

At the center point of this 











arc, the pitch circles of the cut- 
ter teeth and internal gear 
teeth coincide, and the maxi- 
mum depth of cut has been 
reached. At the end of the 
travel of this arc, the machine 
automatically reverses and the 
arbor travels back through the 
same arc. It will be noted that 
on the forward travel the flanks 
on the back side of the internal 
gear teeth are finished, while 
on the reverse travel the flanks 
of the forward side of the teeth 
are similarly shaved. 


Lapping Machine, Gear, 
Planetary-Type 


Fellows Gear 
Springfield, Vt. 


Shaper Co., 
(Vol.79,p.410. ) 


A planetary-type gear lap- 
ping machine particularly adapt- 
ed to the lapping of small fine- 
pitch gears. The lap, which is 
of the internal-gear type, is held 
stationary. Attached to the 
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work-spindle of the machine is 
a self-contained planetary-type 
head carrying three supplemen- 
tary work-spindles. Each spin- 
dle has a pinion attached to it 
and meshing with the individual 
internal gear arranged to offer 
resistance to the free rotation 
of the work. The planetary 
head, in addition to being ro- 
tated, is also reciprocated. The 
three work arbors each carry 
six gears. Actual lapping time 
dose not exceed 4 min. for 18 
gears. This method can be 
adapted to the lapping of both 
spur and helical external gears. 


Lapping Machine, 
Steering-Worm 


Michigan Tool Co., 7171 E. 
Six Mile Road, Detroit, Mich. 
( Vol.79,p.739. ) 


Features of this machine in- 
clude automatic timing, variable 
for each side of the thread, ad- 
justable center distances allow- 
ing recutting of laps, two lap 
spindles with an adjustable hy- 
draulic brake on each, and work 














running on centers, eliminating 
adapters and costly tooling. 





adjusted by 
means of an automatic cut-out 
relay from 15 sec. to 5 min. for 


The cycle is 


one direction. A second relay 
then cuts in, reversing the mo- 
tor and lapping the reverse side 
of the thread. The machine is 
designed to take care of the 
complete range of steering gear 
worms both straight and hour- 
glass. 


Lapping Machine, Worm 


Shaper Co., 
(Vol.79,p.770.) 


Fellows Gear 
Springfield, Vt. 


This machine for lapping 
straight worms employs a 
throated cast-iron worm wheel 
as a lap. Work is held on an 
arbor, and the latter is mount- 
ed between a driving and live 
center. Capacity is 4-in. pitch 
diameter and 5-in. thread length. 

The table carrying the work 
is reciprocated by acrank mech- 
anism, adjustable for stroke 
length. Headstock center is 
positively driven by a motor 
through change gears. The lap 
is rotated by the work, and an 
adjustable brake on the lap 
spindle furnishes the necessary 
resistance to expedite the lap- 
ping action. 




















GRINDING 


MACHINES 





Grinder, Cylindrical, 
Semi-Automatic 


Tool Co., Waynes- 
(Vol.79,p.647.) 


Landis 
boro, Pa, 


Because certain parts may be 
more economically ground on 
machines arranged for semi- 
automatic operation, the 10-in. 
Type C hydraulic grinder is 
shown tooled in this manner for 








camshaft main bearings. The 
standard 10-in. Type C plain 
hydraulic bed is used. The head- 
stock is also standard. Hydrau- 
lic power actuates the movement 
of both the workrest shoes and 
the sizing heads. The Landis- 
Solex pneumatic sizing device 
is employed. 

The hydraulic infeed compen- 
sates for the different point at 


which grinding begins when 
varying diameters are being 
ground. To eliminate time loss 


a movable bar in which are in- 
serted pins of various lengths, 
is located underneath the wheel 
base. Movement of the bar is 
timed with the traversal of the 
carriage so that the correct pin 
is brought into play for each 
diameter being ground. 


























Grinder, Cylindrical, 
Hydraulic, Type D 


Landis Tool Co., Waynes- 
boro, Pa. (Vol.79,p.505.) 


The 10-, 14- and 16-in. Type 
D plain hydraulic grinders have 
spindle drive through multiple 
V-belt. A 30-in. diameter grind- 
ing wheel is standard. The hy- 
system 


draulic is of the dual 





cylinder type. It provides a 
range of work table speeds be- 
tween 6 and 240 in. per min. A 
hydraulic straight infeed mech- 
anism is available. Drive from 
the jackshaft to the face-plate 
is through multiple V-belts. The 
work-drive motor is of the con- 
stant-speed type, a range of 65 
to 200 r.p.m. being available. 
Type D machines are offered in 
hydraulic or hand traverse 
models, and in lengths of 18, 36, 
48 and 72 in. 


Grinder, Plunge-Cut, 
Special 


Cincinnati Milling Machine & 
Cincinnati Grinders, Inc., Cin- 


cinnati, Ohio. (Vol.79,p.538.) 


A special-purpose machine 
that by means of unit construc- 
tion may be adapted to change 
in design of the manufactured 
product, was designed for grind- 
ing four surfaces on automobile 
axle shafts. Plunge cutting op- 
erations may be carried on either 





singly or in multiple on a vari- 
ety of work carried between 
centers. Operation, however, 
must be on a quantity-produc- 
tion basis. 

The wheelheads are built-up 


in units. Hydraulic truing is 
supplied for each grinding 
wheel. Upon the sub-base is 


mounted the wheelhead carrying 
the spindle. Power infeed mo- 
tion of the grinding wheel is ob- 
tained by a cam. As the cam 
is rotated the wheelhead tilts 
about a pivoted bearing. A load- 
ing attachment is furnished. 
Each wheelhead assembly is 
a self-contained unit, and is ap- 
plied singly or in groups. A 
loading attachment is furnished. 
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Grinder, Roll 


Farrel-Birmingham Co., An- 
sonia, Conn. (Vol.79,p.221.) 


The headstock drive on this 
36-in. machine is self-contained 
in a cast-iron case, mounted on 
the front bed. Three reductions, 
all of which are multiple V-belt 
drives, reduce the speed of the 
300- to 1,200-r.p.m. motor to 
give a range of roll speeds from 
11 to 44 r.pm. An improved 
flexible faceplate automatically 
minimizes inaccuracies due to 
minor errors in setting the roll. 
Other features: cambering de- 
vice, centralized controls, larger 
wheel and in turn lower spin- 
dle speed to allow closer bear- 
ing fit. 


Grinder, Roll, Improved 


Cincinnati Miiling Machine & 
Cincinnati Grinders, Inc., Cin- 
cinnati, Ohio. (Vol.79,p.706.) 


Many improvements have 
been incorporated in the roll 
grinder making it simpler to op- 
erate and at the same time pro- 
ducing more accurate work hav- 
ing a higher quality of finish. 
It is built with 20-, 24-, and 28- 
in. swing and distance between 
centers up to 192 in. A hydrau- 
lic cylinder located behind the 
wheel guard supplies the mo- 
tive force for traversing the 
diamond across the wheel. Ir 
is arranged so that the whee! 
can be trued either perfectly 
straight or with a slight crown. 
A new radial type of spindle 
bearing increases the accuracy 
and finish obtainable. Two types 





of cambering mechanisms are 
available for these machines, a 
bar type and a cam type. 


Grinders, Internal, 
Hydraulic 


Landis Tool Co., Waynes- 
boro, Pa. (Vol.79,p.216.) 


The Type C hydraulic internal 
grinder may be used for the 
rapid grinding of similar parts 
within a close degree of accu- 


racy. The 15x8 in. size is for 
smaller bores and has the Lan- 
dis-Solex sizing device and a hy- 
draulically reciprocating grind- 
ing wheel fixture. The 15x11 
in. size is for the deeper bores. 
When grinding bores 2? in. in 
depth or less, the grinding wheel 





fixture is hydraulically recipro- 
cated; when the bores are deep- 
er the work table is hydraulic- 
ally reciprocated. The cross 
feed automatically compensates 
for any spring in the grinding 
wheel quill. Bores having steep 
tapers with angles up to 90 deg. 
may be ground. 


Grinder, Internal, 
Gap, No. 72A 


Heald Machine Co., Worces- 
ter, Mass. (Vol.79,p.642.) 


The No. 72A gap internal 
grinder was designed to handle 
gears, plates, connecting rods, 


housings and similar parts hav- 





ing medium-sized holes but re- 
quiring a large work swing. 
The machine has a grinding 
stroke of 74 in. and will swing 
work 38 in. in diameter by 15 
in. in length. Hydraulic drive 
for the table and a quick-acting 
truing device are used. 


Grinder, Internal, No. 74 


Heald Machine Co., Worces- 
ter, Mass. (Vol.79,p.642.) 


The No. 74 internal grinder 
is a large machine for handling 
a wide variety of work. The 
base is F-shaped to give support 
to the workhead. Hydraulic 
table operation gives unlimited 
table speeds between minimum 
and maximum. The workhead 
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swiveled for angular 
A hole through the spin- 


can be 
work. 


dle makes provisions for a col- 
let-operating tube. 
Specifications : 


Swing over 





table, 14 in.; swing inside 
standard water guard, 26 in.; 
maximum diameter of hole 
ground, 20 in.; taper, maximum 
included angle, 30 deg. toward 
front; weight, 12,000 Ib. 


Grinder, Internal, 
Automatic 


Bryant Chucking Grinder Co., 
Spring field, Vt. (Vol,79, 
p.674. ) 


High-production grinding of 
small-diameter bores in bear- 
ing rings, rolls and gears is the 
field of the No. 4 automatic 
grinder. The machine embodies 
the firm’s automatic electric 





chuck 


Total 
swing without guard is 64 in, 


sizing device. 
in diameter and the maximum 
wheel-slide traverse is 3? in. 
A crank traverse for the grind- 
ing stroke gives a very smooth 
control of the wheel on a short 
stroke. This machine is intend- 
ed particularly for big produc- 
tion jobs which come under 
in. in length, and therefore com- 
pressed air is used to carry the 
wheel-slide in and out of work- 
ing position. 


Grinder, Chucking, 
No. 16 


Bryant Chucking Grinder Co. 
Springfield, Vt. (Vol.79,p.675.) 


This machine has a capacity 
of 16 in. in diameter without 
the guard and a 154 in. max- 
imum wheel-slide traverse. 
While designed primarily for 
grinding holes up to 8 in. in 
length the machine can handle 














work up to 14 in. in length on 
occasion. Furnished either with 
or without automatic sizing, the 
No. 16 is suitable for mass pro- 
duction at a high rate or for 
general manufacturing where 
the lots are smaller. Full hy- 
draulic control is afforded by 
utilizing the slide bar as a cylin- 
der for the slide traverse. 
Other machines in this series 
are the No. 16-A, a two-spin- 
dle hole and face grinder, and 
No. 16-L gap grinder the same 
length but capable of handling 
work to 30 in. in diameter. 


Grinder, Surface, 
Hydraulic, No. 5 


Brown & Sharpe Mfg. Co., 
Providence, x. f. (Vol.79, 
p.658. ) 


The No. 5 hydraulic surface 
grinder is suitable for toolroom 


and manufacturing use. Rigid 
support to the table secures 
maintenance of accuracy. The 


table is hydraulically operated, 





providing any desired longitu- 
dinal feed up to 60 ft. per min., 
and any desired rate of auto- 
matic transverse feed up to 0.15 
in. per reversal of longitudinal 
travel. 


Grinders, Surface 


Machine Works, 
(Vol. 79,p.662.) 


Mattison 
Rockford, Ill. 


The 12- and 14-in. precision 
hydraulic surface grinders have 
been improved by many minor 
refinements and by several more 
important ones. For control- 
ling the up and down travel of 
the entire wheel-slide, a hoist 
motor with a sensitive switch 
for controlling it has been add- 
ed. The rotor of the wheel- 
spindle motor is mounted direct- 
ly on the wheel spindle and 
balanced. Longitudinal table 
travel is hydraulically operated 
by two cylinders which provide 
uniform speed in either direc- 





tion. Table speed ranges are 
from 30 to 90 ft. per min. Tra- 
verse feed of the wheel is also 
hydraulically operated. 


Grinder, Surface 


Norton Co., Worcester, Mass. 
( Vol.79,p.654. ) 


The 6x18-in. surface grinder 
has an hydraulic automatic 
cross-feed instead of a mechan- 
ical type previously used. The 
pump drive eliminates vibration 





from this source. Wheel spin- 
dle bearings are considerably 
larger and are lubricated by oil 
rings. The spindle flange now 
runs between two bronze thrust 
plates. 


Grinder, Surface, No. 3B 


Abrasive Machine Tool Co., 
E. Providence, R. I. (Vol.79, 
p.686. ) 


The No. 3B has a longitudi- 
nal capacity of 24 in., a trans- 
verse capacity of 8 in., and a 
vertical capacity of 12 in. A 
10-in. diameter by ? in, thick 
wheel, with a 3-in. hole is 
standard. The two table speeds 
are 20 ft. and 40 ft. per min. 
The feeds are automatic in 
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longitudinal and transverse di- 
rections. Automatic cross feed 
is adjustable from 0 to 0.070 in. 


Grinder, Surface, 
Hydraulic, No. 65 


Gallmeyer & Livingston Co., 
Grand Rapids, Mich. (Vol.79, 
p.686. ) 


The No. 65 hydraulic feed 
surface grinder has table work- 
ing surface of 12x48 in. Max- 
imum distance from wheel to 
table under the full 12-in. wheel 
is 17 in. Maximum longitudi- 
nal speed is 125 ft. per min. 
Cross feed is automatically op- 
erated and may be set so as to 
operate at each reversal of the 
reciprocating table, or at one 
end of the stroke only. 





Two spindle speeds are avail- 
able through a V-belt drive 
from a motor mounted on an 
adjustable bracket. One speed 
is just right for the full size 
wheel and a second and higher 
speed is used after wheels have 
worn down to 7 or 8 in. di- 
ameter, 


Grinder, Surface, 


Hydraulic 

Thompson Grinder Co., 
Springfield, Ohio.  (Vol.79, 
p.704.) 

The “B” Special hydraulic 


surface grinder has a table sur- 
face 9 in. wide by 40 in. long 
and the height under the wheel 
on the standard machine is 12 
in. with a 10-in. wheel. This 
type of surface grinder is adapt- 
ed to work that is long and of 





medium weight, such as spline 
shafts and broaches. Head and 
tailstock assemblies are also 
adaptable where centers are re- 
quired for grinding. 

Feed of the work table varies 
from 10 to 100 ft. per min., au- 
tomatic cross feed, 1/32 in. to 
? in. per reversal. There are 





wheel 
truing speed and a rapid tra- 
verse. 

Two extra units that increase 


also a slow continuous 


production are the hydraulic 
counter-balance and the auto- 
matic wheel-truing device. The 
latter trues the wheel at each 
complete stroke of the wheel- 
head travel. 


Grinder, Surface, 
Type G-4 


Diamond Machine Co., Prov- 
idence, R. I. (Vol.79,p.704.) 


Known as the Type G-4 this 
grinder differs from other mod- 
els in this series principally in 
the location of the handwheel 














and in the greater flexibility of 
operation. The outstanding fea- 
ture claimed for it is its ability 
to do fast and accurate grind- 
ing. 


Grinder, Surface, No. 18 


Blanchard Machine Co., Cam- 
bridge, Mass. (Vol.79,p.665.) 


Power traverse for the chuck 
is a feature of the No. 18 
surface grinder. This machine 
is similar to the No. 16, but 
has several improvements and 
additional features as follows: 
Waterguards open at the front; 
chuck face is lower for easier 
handling of the work; increased 
rigidity of spindle and main 





members of the machine; in- 
dividual motor drives for table 
traverse, head raising and low- 
ering, chuck rotation and water 
pump; feeds from 0.004 to 0.080 
in. per.min.; accurate feed stop 
for any distance less than 0.100 
in.; water capacity of 125 gal., 
and a quick stop for the spindle. 

This machine carries an 18x 
5x15-in. grinding wheel and a 
magnetic chuck which may be 
26, 30 or 36 in. in diameter, 


with the work height under the 
new wheel 12 in. in all cases. 
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Grinder, Surface, Vertical 


Pratt & Whitney Co., Hart- 
ford, Conn. (Vol.79,p.248.) 


The 14-in. vertical surface 
grinder has hydraulic table 
drive and table speeds from 0 to 
100 ft. per min. End play in 
the spindle is prevented by a 
series of compression springs 





which support the upper bear- 
ings. The wheel is 14 in. in 
diameter, 5 in. high and 14 in. 
thick. Down-feed mechanism is 
of the ratchet wheel and pawl 
type, and produces power feeds 
ranging from 0.0025 to 0.005 in. 
at each end of the table stroke. 
Automatic table reversing takes 
place at any desired point. All 
controls are grouped at the 
front. Table working surface is 
12x36 in.; maximum longitudi- 
nal travel, 45 in. 


Grinder, Surface, Vertical 


Hanchett Mfg. Co., Big Rap- 
ids, Mich. (Vol.79,p.869.) 


The No. 400 series vertical 
spindle grinder permits the 
grinding of surfaces when it is 
desirable to have the work lie 
flat instead of on edge. Work 
is held by magnetic chucks or 
fixtures at speeds ranging from 




















0 to 90 ft. per min. Ability to 
adjust the built-in grinding 
wheel head so that the spindle 
is exactly at 90 deg. with the 
table makes it possible to hold 
to very close tolerances without 
sacrifice in production rate. 
Grinding wheel chuck is a 22-in. 
segmental type. 


Grinder, Surface, Rotary 


Arter Grinding Machine Co., 
Worcester, Mass. (Vol.79, 
p.708.) 


The machine is built in three 
sizes having chuck diameters of 
8 in., 12 in. and 16 in. The 
wheel spindle is driven directly 
by a motor, the rotor of which 
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is mounted on the spindle. The 
chuck is driven by V-belts from 


a hydraulic motor. Two oil 
pumps are mounted in tandem. 
The higher-pressure pump de- 
livers oil to the hydraulic motor 
through a suitable valve so that 
an infinite number of chuck 
speeds is available. The lower- 
pressure pump delivers oil to a 
cylinder for moving the wheel- 
slide hydraulically. The work 
table can be tilted for grinding 
concave or convex surfaces. 


Grinder, Surface and 
Shear Blade 


Hill Clutch Machine & Foun- 
dry Co., 6400 Breakwater Ave., 
Cleveland, Ohio. (Vol.79,p.841.) 


Vertical spindle and compact 
construction of the vertical col- 
umn and spindle mounting per- 
mit the grinding of flat surfaces 
to within 0.0005 in. By the use 
of two self-aligning ball-socket 
nuts, the wheelhead can be held 
in any position from the ver- 





prises 84 stations, each of which 
has automatic clamping means. 
Pieces go around the table 
twice for grinding both ends. 


Grinders, Disk, 200 Series 


Gardner Machine Co., Beloit, 
Wis. (Vol.79,p.906. ) 


Powered by a standard motor 
mounted on a bracket at the 
rear of the base, the spindle 
speed of these grinders can be 
controlled to give the proper 











tical to the maximum angle for 
grinding concaves. Table is hy- 
draulically driven at 0 to 90 it. 
per min. Standard wheel used 
is a 26-in. sectional type. Work 
capacity is 22 in. wide and from 
86 to 216 in. in length. 


Grinder, Surface, Rotary, 
No. 72 


Hanchett Mfg. Co., Big Rap- 
ids, Mich. (Vol.79,p.378.) 


The grinder is of special con- 
struction and fitted with auto- 
matic means for loading, clamp- 
ing the work, grinding, and un- 
loading finish-ground parts. A 
circular work table 72 in. in di- 
ameter by 18 in. wide, is driven 
through a variable-speed unit at 
speeds from { to 4 r.p.m. 

The work passes successively 
beneath three grinding wheels, 
each of which is provided with 
automatic sizing control. The 
fixture is mounted directly on 
the finished table top and com- 


peripheral speed. Spindles are 
mounted in two cartridges or 
pillow blocks. Bearing caps are 
removable. Standard universal 
lever-feed tables or plain wood 
tables are available. 


Grinder, Disk, Horizontal 


Gardner Machine Co., Beloit, 
Wis. (Vol.79,p.186.) 


Redesigned with sturdier con- 
struction and broadening of the 
work range, the No. 24 53-in. 
horizontal disk grinder is avail- 
able in two types, one with a 
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vertical built-in shaftless motor 
and the other driven by a 
flanged motor mounted in a 
horizontal position, driving the 
vertical spindle through spiral 
bevel gears. Either machine is 
designed to carry heavy-duty 
“Wire-Lokt” abrasives, and is 
also designed to permit wet 
grinding. 


Grinder, Abrasive-Band 


Walls Sales Corp., 96 Warren 
St., New York, N. Y. (Vol.79, 
p.189.) 


The features of the “Simplex” 
M-6 abrasive-band grinder are 
the instantaneous changeability 
and fixed running position of 
the abrasive band and the auto- 





matic band tension. It is built 
for production work, running at 


1900 ft. per min. Weight, 
425 Ib. 
Grinder, Belt 

Porter-Cable Machine Co., 


(Vol.79,p.189.) 


The Type B-12 belt grinder 
can be used for grinding off 
burrs, smoothing off rough 
stampings, smoothing down weld 


Syracuse, N. Y. 





spots, and all other small parts 
grinding operations. Motors of 
s or 2 hp. may be used. The 
length and width overall are 34 
and 114 in., respectively. 


Grinder, Face-Mill 


Oliver Instrument Co., Adri- 
an, Mich. (Vol.79,p.649.) 


The cutter is mounted on a 
work spindle which is mechan- 
ically indexed to bring each 
tooth under the grinding wheel. 
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The cutter is held in proper re- 
lation by means of a lip rest 
attached to a ram that carries 
and reciprocates the wheel. No 
index plates are used, the ad- 
justment for various numbers 
of teeth being made in the index 
mechanism. The wheel cannot 
load because at each recipro- 
cation it passes over a diamond 
dresser 


Grinder, Cutter and Tool, 
Improved No. 2 


Cincinnati Milling Machine 
and Cincinnati Grinders, Inc., 
Cincinnati, Ohio. (Vol.79, 
p.474.) 


The machine has been im- 
proved by the adoption of a 
solid and heavier table slide, 
and by the addition of duplicate 
operating controls on the left 
side of the machine .when fac- 





ing the machine from the rear. 
Regardless of the type of work, 
this machine affords a normal 
operating position. 


Grinders, Tool and 
Cutter, Nos. 1 and 2 


Norton Co., Worcester, Mass. 
(Vol.79,p.654. ) 


Several improvements have 
been made in the No. 1 univer- 
sal tool and cutter grinder illus- 
trated, as follows: heavier base 
and saddle ways, larger hand- 
wheels and relocation of the 
lever for operation of the table. 
This machine can be operated 
from either the front or the 





MACHINIST 23RD SHOP EQUIPMENT REVIEW - + + JANUARY 29, 1936 





No. 1 Tool Grinder 





No. 2 Tool Grinder 


rear, the cross-feed being pro- 
vided with a handwheel at both 
points and graduated in thou- 
sandths. Swing of this machine 
is 10 in. 

Hydraulic table traverse for 
cylindrical or internal grinding, 
and in some cases the grinding 
of cutters, is a feature of the 
No. 2 universal tool and cutter 
grinder. Swing is 12 in. A hand- 
wheel at the front as well as 
at the rear permits operating 
the saddle from both positions. 
The machine can be equipped 
with a left-hand footstock. 


Grinder, Drill 
Star Machine & 


Co., Bloomfield, N. J. 
p.510.) 


Engmeering 


(Vol.79, 


The capacity of the precision 
drill grinder is 81 sizes of drills 
including 25 fractional sizes 
from 4 to 4 in. inclusive, num- 
bered drills from 1 to 30, and 
all letter-size drills. The drill 
is inserted in the chuck the 
proper distance, and the chuck 
rotated so that one lip comes 
to the position shown by the 
zero dial reading on the indi- 
cator. The cam handle is moved 
from right to left, and at the 
same time the chuck carriage is 
fed to the required depth of 
cut. By moving the cam handle 
through its entire arc, the grind- 








ing of one lip is completed. 
Grinding is done ona peripheral 
face which lessens the tendency 
to burn the drill. 


Grinder, Drill 


Hisey-Wolf Machine Co., 
Cincinnati, Ohio. (Vol.79,p.573.) 


For sharpening straight or 
tapered shank drills, 1-, 2-, 3- 
or 4-lip drills, flat or chucking 
drills, flat twisted drills and 
drills with over-size shanks, the 

















machine’s standard equipment 
includes one cup-shaped grind- 
ing wheel and one wheel for 
point thinning. Two machine 
sizes, one for drills No. 52 to 
14 in. diameter and one for 
drills 4-24 in. diameter. 


Grinder, Drill, 18D 


Wells Mfg. Co., Greenfield, 
Mass. (Vol.79,p.741.) 


The 18D drill sharpener will 
produce and duplicate any de- 
sired shape of point. Drills are 
sharpened by a full 360-deg. ro- 


tating motion which _ gives 
equal length of cutting edges 














' 





of the same angles with the 
center line of the drill, and iden- 
tical relief angles at the peri- 
phery on both lips, increasing 
in angle to the center of the 
drill. Any relief angle from 6 
to 12 deg. may be obtained. 


Grinding and Lapping 

Machine, Carbide 
Stokerunit Corp., 5325 

Rogers St., Wilwaukee, 


( Vol.79,p.444. ) 


W. 
Wis. 


The Simplex carbide grinding 
and lapping machine has two 
tables, each of which can be 








shifted in relation to the face 
of the wheel and for accurate 
angular settings. A protractor 
is also furnished. 


Grinder, Carbide-Tool 


Ex-Cell-O Aircraft & Tool 
Co., 1200 Oakman Blvd., De- 
troit, Mich. (Vol.79,p.649.) 


In the improved carbide tool 
grinder a built-in ?-hp. motor is 
mounted at the top of machine 
and drives two diamond wheels. 





A reversing switch provides the 
correct rotation of the wheels 
for right- or left-hand tools. An 
adjustable tool support table is 
located at each end of the ma- 
chine. 


Grinder, Carbide-Tool 


Thomas Prosser & 
Gold St., New 
(Vol.79,p.711.) 


Son, 


15 
York, N. Y. 


The grinder is furnished in 
three sizes to regrind cemented 
carbide tool bits and tools. The 
Model A, illustrated, is for 
sharpening tool bits up to § in. 
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The adjustable tables 


square. 
are planed and slotted and a 
combination protractor and dia- 


mond holder is furnished as 
standard equipment, The grinder 
has two 3-in. cup wheels, one 
for roughing and one for fine 
finishing. The latter may be 
either a fine silicon carbide 
wheel or a diamond impregnated 
wheel. The C model has a 4- 
hp. motor with ample power to 
employ 10-in. wheels. 


Grinder, Tool 


Wesson Co., 1015 Mt. Elliott 
Ave., Detroit, Mich. (Vol.79, 
p.747.) 


This double-headed, diamond- 
wheel grinding machine has a 
two-speed reversible motor with 
pump and sump inside of the 














base. The grinder is equipped 
with a safety switch so con- 
structed that the motor must be 
shut off before reversing. 


Grinder, Bench 


Hisey-Wolf Machine Co., 
Cincinnati, Ohio. (Vol.79, 
p.347.) 


This 3-hp. bench or pedestal 
grinder is suitable for light tool 
and miscellaneous grinding. A 
6-in. wheel is used. Models are 





made for operation on 110 and 
220 volts, single phase; 220 
volts, 3 phase; and 115 and 230 
volts, d.c. 


Grinders, Bench 
and Pedestal 


Skilsaw, Inc., 
Ave., Chicago, 
p.382. ) 


A line of bench and pedestal 
grinders and combination grind- 
er-buffers, both bench and 


3310 
Ill. 


Elston 
(Vol.79, 





pedestal types, has been added. 
Motors in the bench grinders 
range from 1/6-hp., to 14-hp. 
Models carry wheels from 6 to 
10 in, 


Grinder, Bench 


Hisey- u ‘olf Machine Co., Cin- 
cinnati, Ohio. (Vol.79,p.442.) 


A 1/3-hp. double-end, motor- 
driven bench grinder is suitable 
for many light tool and mis- 
cellaneous grinding jobs. Wheels 





The control 
located 


7x? in. are used. 
switch is conveniently 
in the front of the base. 


Grinder, Bench 


Diehl Mfg. Co., Elizabeth- 
port, N. J. (Vol.79,p.837.) 


A flat face on the motor hous- 
ing permits the grinding of in- 
creased work lengths. This 
grinder is easily portable. Wheel 
guards are adjustable to permit 
work over the entire circum- 

















ference of the wheels. Toolrests 
may be set in any grinding posi- 
tion. This grinder is furnished 
with two grinding wheels, 6x3 
in., one coarse grain and the 
other fine. 


Grinders, Bench, 7-In. 


Delta Mfg. Co., 620 E. Vienna 
Ave., Milwaukee, Wis. (Vol.79, 
p.875.) 


The line of 7-in. general 
purpose grinders is offered in 
three models; a pedestal model 
for general machine shop and 
toolroom work, available with 
either single-phase or three- 
phase motors, a bench model 
with a single-phase motor, and 
a belt-driven model. The twin- 
light safety shield not only pro- 
tects the operator’s eyes from 
flying particles of abrasives, but 

















also incorporates a lighting sys- 
tem that makes the grinder 
completely self-contained, port 


able and independent of the 
shop lighting system. 
Grinder, Pedestal, 
Type 896 

Production Equipment Co., 


5219 Windsor Ave., Cleveland, 


Ohio. (Vol.79,p.220. ) 


The brackets are designed for 
use with three different lengths 
of extension housings, the short- 
est for two-bearing machines, 
the medium and the longest for 





four-bearing designs. Distance 
between wheels for the various 
machines range from 21 to 42 
in. Ratings are from 1 to 3 hp. 


for use with 8, 10 and 12-in. 
wheels. 
Grinder and Buffer, 
Type 885 

Production Equipment Co., 


5219 Windsor Ave., 
Ohio. (Vol.79,p.377.) 


This machine consists of a 
three-bearing grinder and buf- 
fer. The standard assembly 
places the buffer on the left. 
The grinding end has a welded- 


Cleveland, 
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steel guard with exhaust con- 
nection, hinged end cover, and 
adjustable toolrests. 


Grinder, Pedestal 


Grinding 
Wis. 


Machine 
(Vol.79, 


Ransom 
Co., Oshkosh, 
p 412.) 


After wheels have been worn 
down to approximately 7 in. in 
diameter, they are transferred to 








this machine for further use. 
Distance between wheels is 42 
in. Adjustable rests can be pro- 
vided. 


Grinder and Cut-off 
Machine 


Cincinnati Electric Tool Co., 
Cincinnati, Ohio. (Vol.79, 
Pp 413.) 


The machine carries a 10xyy- 
in. abrasive cut-off wheel on the 
right side and the material is 
fed by means of a hand screw. 
The vise may be tilted to 15 deg. 





can be cut. 


1-in. 
The left-hand side of the ma- 
chine is equipped with an 8xl- 


Stock up of 


in. grinding wheel. An adjust- 
able toolrest is mounted on the 
wheel guard 


Grinder, Floorstand, 
Model 65 


U. 5. Electrical Tool Co.. 
Cincinnati, Ohio. (Vol.79, 
p.667.) 


The adjustable-speed Model 
65 is equipped with a patented 
gear-drive transmission. Four 
wheel speeds are quickly avail- 
able, controlled by gearshift 
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lever. With this drive an ef- 
ficient peripheral speed can be 
maintained as the wheels wear 
down. The grinder is available 
in 3-hp., 12-in., to 15-hp., 30-in. 
sizes, 


Grinder, Chaser, Model 0 


Landis Machine Co., Waynes- 
boro, Pa. (Vol.79,p.505.) 


This grinder is suitable for 
grinding all Landis diehead 
chasers up to 14 in. in width. 
The right-hand side of the ma- 
chine is fitted with a fixture for 





and _ lead 


rake 
Means are provided for 


grinding the 
angles. 
swiveling the fixture. The ro- 
tatable spindle permits oscillat- 
ing the chaser against the face 
of the cup wheel. A cross feed 
is obtainable through a hand 
knob on the left side. 


Grinder, Thread, Precision 


Ex-Cell-O Aircraft & Tool 
Co., 1200 Oakman Blvd., De- 
troit, Mich. (Vol.79,p.648.) 


The precision thread grinder 
designed for wet grinding 
either right or left-hand threads 
on screws, taps, chasers and 
worms. Eccentrically relieved 
taps or chasers, either right- or 
left-hand continuous threads, 
and multiple threads can also be 
ground by the use of a suitable 
indexing fixture. This machine 
takes 5x18 in. between centers. 
Wheel spindle may be swung in 
a vertical plane to 15 deg. in 
either direction. Threads can be 
ground on heat-treated work 
from the solid blank, holding a 
tolerance on the lead not to 


is 
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exceed 0.0002 in. error per in. in 
length. To the work drive 
spindle is attached an inter- 
changeable master leadscrew 
which is selected to suit the 
pitch required by the customer. 
A work-positioning and _ back- 
lash device is used on this ma- 
chine. 


Grinder, Thread 
Triplex Machine Tool Corp., 


125 Barclay St., New York, 
N. Y. (V01.79,p.506.) 
A motor-driven, toolroom- 


type thread grinder made by the 
Societe Genevoise D’Instru- 
ments de Physique is for finish 
grinding high precision screw 
threads for external and internal 
gages and taps and hardened 
production thread parts. There 
are six work head speeds and 
eight wheel spindle speeds. Pro- 
vided with a correcting device 





on the front, a large leadscrew 
enables the obtaining of an ac- 
curacy of leadscrews to plus or 
minus 0.0001 in. A microscope 
provides a means for controlling 
the profile angle of the wheel 
and work-piece. 

This machine can be used for 
grinding outside threads from 
fs to 6 in. in diameter and up 
to 12 in. in length between cen- 
ters. The grinding capacity for 
inside threads is from 1} to 5 
in. inside diameter. 


Grinder, ‘‘Cam-O-Matic’”’ 


Norton Co., Worcester, Mass. 


( Vol.79,p.657.) 


The “Cam-O-Matic” grinder 
automatically and _ successively 
grinds each cam on a camshaft, 
trues the grinding wheel, and 
stops for reloading. A timing 
unit causes each cam to make 
exactly the same number of 
revolutions in contact with the 
wheel and the latter to leave 
the work upon completion of 





grinding at the nose of the cam. 
A work-drive unit provides a 
speed range of from 12 to 75 
r.p.m., which is suitable for 
either roughing or finishing. 
The machine is electrically con- 
trolled and hydraulically oper- 
ated. 


Grinder, Cam, 
Semi-Automatic 


Landis Tool Co., Waynesboro, 


Pa, (Vol.79,p.733.) 

Built for camshaft grinding, 
the 5-in. Type D_ grinder 
achieves its accuracy through 


machine-timed rather than man- 


ual-timed operation. Six sizes 
are available. A short bed 
known as the 30-in. may be 


equipped with either 26- or 30- 
in. work cradle and swivel table. 
A long bed known as the 40-in. 
may be equipped with either 26, 
30, 36 or 40 in. work cradle and 
swivel table. 

Provision is made for tim- 
ing so that the cams may be 
ground in perfect relation to the 





e— 














keyway or flange. The master 
cam operating in contact with 
the cam roller gives the swing- 
ing motion to the table as the 


master revolves. The piston 
actuated by hydraulic power 
swings the cradle away from 


the roller when indexing from 
one cam to another. 

A 24-in. diameter grinding 
wheel is used. There is an os- 
cillating movement to the wheel 
spindle, the length of the stroke 
being variable from 0 to 4% in. 


Grinder, Crankpin, 
Type D-86 


Norton Co., Worcester, Mass. 
( Vol.79,p.656. ) 


The D-86 crankpin grinder 
for automotive crankshafts re- 
quires but two levers and one 
handwheel for operation. One 
lever controls the work rota- 
tion, the opening and the clos- 
ing of the workholders, the 
rapid and slow traverse of the 
wheel. unit up to or away from 
the work and the rapid move- 
ment of the table from one pin 
to another. The second lever 
is used for “jogging” of the 
table to bring the pin being 


ground in line, and the hand- 











wheel is used to feed the grind- 
ing wheel into the work, size 
being obtained by a gage. An- 
other feature is the “Lo-Rest,” 
an hydraulically operated 
steadyrest. The machine is a 
double-head type. 


Grinder, Condenser- 
Drum 


Diamond Machine Co., Provi- 
dence, R. I. (Vol.79,p.253.) 


This special machine grinds 
eight circumferential welds on a 
refrigerator condenser drum. 
Four 14-in. wheels are driven 
by a_ single 20-hp._ electric 
motor through V-belts. Four 
welds are ground in each 
of two steps. Wheel spindles 


are mounted at the end of ver- 





tically swinging arms, so that 
they may be raised or lowered 
from the work. The pressure 
of wheels on the work is gov- 
erned by hydraulic means. The 
drums are held from the inside 
by a pneumatically expanded 
mechanical chuck. 


Grinder, Knife 


Samuel C. Rogers Co., 191- 
205 Dutton Ave., Buffalo, N. Y. 
(Vol.79,p.251.) 


The “Junior” knife grinder is 
available in three sizes; 61, 76 
and 84 in. in length. The car- 
riage with grinding wheel and 
motor is traversed by wheel, 





rack and pinion. Cross feed is 
effected by a small handwheel 
for moving the motor base. The 
steel motor plate is swiveled for 
straight or concave bevel grind- 
ing. 


Grinder, Piston-Ring 


Arter Grinding Machine Co., 
Worcester, Mass. (Vol.79, 
p.708.) 


The wheel spindle is posi- 
tioned eccentrically in a quill. 
The wheel is fed down into the 
work by rocking the quil!. Feed 
is under cam control, there being 



































a rapid lifting movement off the 
work in each cycle, as well as a 
fast approach to the work, a 
slow grinding feed, and a dwell 
against the positive stop. Rings 
are positioned in a_ vertical 
magazine and carried by a plate 
to the constantly revolving mag- 


netic chuck. An _ automatic 
switch is provided for the 
chuck. 


Grinder, Shear Blade, 
No. 75 


Bridgeport Safety Emery 
Wheel Co., Bridgeport, Conn. 
( Vol.79,p.653.) 


Accurate grinding of flat sur- 
faces, either by holding the work 
to the table in a special fixture 
or on magnetic chucks, is the 
function of the No, 75 grinder. 
The center section is a double- 
face, center-controlled, revolv- 
ing magnetic chuck for holding 

















work is accomplished manually. 
The work table measures 36 in. 
x 48 in. and has a power travel 
of 24 in. It is also provided 
with a 7 in. manual crosstravel 
or feed for bringing the work 
into contact with the wheel. The 
motor is rated at 30 hp., 900 


r.p.m. The wheel is 40 in. in 
diameter, 5 in. face and 12 in. 
bore. 


Grinder, Vertical, Special 


Niles Tool Works Co., Ham- 
ilton, Ohio. (Vol.79,p.382.) 


The vertical grinder recently 
installed in the plant of the Tim- 
ken Roller Bearing Co., Canton, 
Ohio, is said to be the largest of 
its kind ever built. This ma- 
chine weighs 105,000 Ib., and 
stands 18 ft. 6 in. above the 
floor. It grinds the large cups 
and cones used in heavy-duty 
Timken bearings. The machine 
is set up to grind units up to 
65 in. outside diameter and 36 
in. high. It carries a magnetic 
chuck 66 in. in diameter. Two 
vertical spindles approximately 
12 ft. long, each driven by a 





flying shears and other knives 
with bevel edges. For grinding 
long squaring shears the re- 
volving bar is lined up with the 
angle bar sections on the ends 
of the table. Table travel and 
movement of the wheel to the 
work are controlled by the hy- 
draulic unit. 


Grinder, Snagging, 
Table-Type 


Bryant Machinery & Engi- 
neering Co., 400 W. Madison 
St., Chicago, Ill. (Vol.79,p.537.) 


In the heavy-duty grindez de- 
signed to snag gates and risers 
on manganese steel and gray- 
iron castings built by Kling 
Bros. Engineering Works, Chi- 
cago, Ill., and sold by the above 
concern, the work is fastened to 
a T-slotted, horizontal work- 
table which travels parallel to 
the face of the wheel under 
hydraulic power. The wheel is 
operated in a vertical plane by 
hydraulic power. Feed of the 








25-hp. motor at 1,200 r.p.m. and 
one horizontal spindle driven by 
a 5-hp. motor, at 1,800 r.p.m., 
enable the three surfaces to be 
ground at one setting. 


Grinding Attachment, 
Tap-Chaser Rake 


Landis Machine Co., Waynes- 
boro, Pa. (Vol.79,p.251.) 


The attachment is for use in 
regrinding or sharpening the 
chasers used in Landis Style 
LT and Style LM receding 
chaser collapsible taps. The 
base is adapted for fastening to 
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the table of most makes of tool 
and cutter grinders. The swivel 
bracket is adjustable in a hori- 
zontal plane, and bottom part is 
graduated. A_ vise base is 
clamped to the swivel bracket 
and holds the chaser. The at- 
tachment is also suitable for 
Victor collapsible and receding 
chaser taps. 


Grinding Attachment, 
Tap-Chaser Throat 


Landis Machine Co., Waynes- 
boro, Pa. (Vol.79,p.380. ) 


This tap-chaser throat grind- 
ing attachment is for use in re- 
grinding the throat or chamfer 
on Landis collapsible tap chas- 
ers. The base of the attach- 
ment is arranged for bolting to 
the table of most standard makes 





of tool and cutter grinders. A 
swivel base carries the spindle 
to which is attached the vise 
base for holding the chaser. The 
vise base is adjustable for set- 
ting the chasers on a radius 
corresponding with that of the 
thread which they are to cut. 
It is graduated for diameters 
from 1 to 13% in. 


Grinding Wheelhead, 
Internal 
Brown & 
Providence, 
p.249. ) 


Shar pe Mfg. oe 
R. I. ( Vol.79, 


The internal grinding fixture 
or wheelhead is designed for 
production grinding of holes of 
various diameters and depths on 
the No. 2, 3 and 4 universal 
grinders. The spindle runs at 
12,000 r.p.m. Wheel arbors are 
available up to 1 in. diameter 
and 5 in. length. 





Sharpening Fixture, 
End-Mili 


Weldon Tool Co., 321 Frank- 
fort Ave., Cleveland, Ohio. 
(Vol.79,p.906. ) 


This end-mill sharpening fix- 
ture is adaptable to all types of 
fast steep spiral end mills as 


well as slow spiral types. The 
fixture will handle left- and 
right-hand spirals. No centers 


or lead cams are necessary. The 
rocking head permits an end 











mill to be moved away from the 
wheel during grinding without 


changing the machine s@ting, 
and a guiding finger contacts 
the inner side of the flute in 
such a way that it revolves the 
mill only when the cutter is 
rotated against the spiral. Since 
the guide finger itself is mounted 
on the rocking member, there 
is no risk of its losing contact 
with the flute. Only a single pass 
is needed to produce uniform and 
accurate back-off. 


The guiding finger is fully 
adjustable for all sizes of 
straight-shank end mills from 
4 to 2 in. flute diameter. 
Control tor Swivel- 

Table Grinders 

Systematic Co., 709 S. 36th 
St., Milwaukee, Wis. (V0ol.79, 
p.570. ) 


The Malsack grinder control 
is applicable to any plain or uni- 
versal grinder used for external 
cylindrical grinding. The usual 
coarse scale, with which all 
grinders of this type are regu- 
larly equipped, is supplemented 
by a dial indicator reading in 
thousandths. This indicator is 
located at the end of the swivel 
table adjacent to the scale. A 
chart is supplied for each 
grinder to enable the operator 


to make the adjustment quickly. 





A swivel table grinder 
equipped with this indicator and 
chart requires the operator to 
take only a preliminary cut and 
two measurements, one at each 
end of the work, refer to the 
chart and then swing the table 
as many thousandths as shown 
by the chart. The amount of 
table movement can be gaged by 
means of the indicator. No 
computations need be made. 











HONING AND 
LAPPING MACHINES 





Honing Machine, Vertical 


Hutto Machine Division, The 
Carborundum Co., 515 Lycaste 
Ave., Detroit, Mich. (Vol.79, 
p.696. ) 


A considerably refined model 
of the V-300 series of honing 
machines is shown. The ma- 
chine is of the vertical, single- 
spindle type and reciprocation 
is by crank with hydraulically- 
controlled, variable, hydro-me- 





chanical drive. The machine is 
equipped with a mechanical lift- 
out for withdrawing the hone 
from and inserting it into the 
bore. The rotation speeds are 
infinitely adjustable within a 
specified range by means of a 
variable-speed V-belt drive 
mechanism. 


Honing and 
Lapping Machine 
Model MH-1800-H 


Hutto Engrg. Co., 
Mich. (Vol.79,p.569.) 


The reciprocating stroke 
ranges from 2 in. to 13 ft. 6 in, 
with infinitely variable recipro- 
cating speeds from 0 to 50 ft. 
per min. This motion is pro- 
duced hydraulically and trans- 
mitted through gearing. Rota- 
tion speeds for honing and lap- 
ping operations are _ infinitely 
variable from 534 to 252 r.p.m. 


Detroit, 


Operation is completely auto- 
matic with an electric stroke 
counting and controlling device, 
adjustable from 1 to 999 cycles 
reciprocation. Internal diameter, 
13 to 2 in.; over-all length, 
27 ft. 11 in.; over-all width of 
bed, 4 ft.; weight, 24,000 Ib. 


Lapping Machine, 
“‘Hyprolap” 


Norton Co., Worcester, Mass. 
(Vol.79,p.657. ) 


The “Hyprolap” machine is 
hydraulically operated and de- 
signed for high-production lap- 
ping of flat work up to 6 in. 
across its longest dimension. 
Laps 24 in. in diameter rotate 
in opposite directions and at 
different speeds. 


Work travels 





in a circular path between the 
two laps. Two hydraulic cylin- 
ders raise and lower the upper 
lap and also provide pressure 
to the work during lapping. 
Drive is by V-belt through a 
clutch and brake. 


Lapping Machine, 
No. 10-U 


Norton Co., Worcester, Mass. 
( Vol.79,p.654. ) 


This machine is equipped with 
two cast-iron laps, the lower 
one revolving and the upper 
one being free to float. Two 
speeds of the lower lap and 
work are provided. Flat work 
pieces lie in adapters which are 
rotated between a disk driven 
by three pins and an oscillating 
split ring. The result of this 
arrangement is that the work 
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pieces are caused to move about 
between the lap faces with a 
compound, planetary motion in 
an ever-varying path, thus 
breaking up the line of travel. 

Cylindrical pieces are lapped 
by employing a work holder to 
which a driving pin set off- 
center imparts an eccentric mo- 
tion. Capacity, flat work, thick- 
ness, 3 in.; length, 3 in.; weight 
of machine 1,000 Ib. 

In both flat and cylindrical 
lapping the eccentricity of the 
driving pin or pins is adjustable 
from 0 to ? in. Upper and 
lower laps are interchangeable 
to permit reversing them peri- 
odically to maintain fiat faces 
on both laps. A convenient lever 
operates the switch that con- 
trols the motor and brake. 











LATHES 





Lathes, Bench, No. 505 


Rivett Lathe & Grinder Corp., 
Brighton, Boston, Mass. (Vol. 
79,p.712.) 


In the inclosed-head design 


the machine is equipped with 
Timken precision roller bearings 
and maximum spindle speed is 
2,000 r.p.m. An endless flat belt 
drive gives 18 spindle speeds, 
and 


forward reverse. Hand 

















automatic 


and 
brake are fitted. The open-head 


lever control 
ball-bearing lathe operates at 
4,600 r.p.m. The motor-driven 
automatic universal slide-rest is 
designed to turn automatically 
any desired angle. Tungsten- 
carbide or diamond cutting tools 
can be used. 


Lathe, Inclosed-Head 
Rivett Lathe & Grinder Corp., 


Brighton, Boston, Mass. (Vol. 
79,p.61.) 
A bench lathe of inclosed- 


head design has a hinged cover 
giving access to the cone pulley. 
Unit is offered with 6, 12 or 18 
selective forward or reverse 
speeds in steps from 200 to 








3,000 r.p.m. At a touch of the 
hand or body of the operator 
the speedbox lever disengages 
and flies to neutral, and an 
automatic brake instantly stops 
the driving cone pulley without 
stopping the motor. The head- 
stock spindle is of 1-in. collet 
capacity. The drive consists of 
a standard ? hp. motor carried 
on a swing plate mounted on 
cork insulation. Distance be- 
tween centers, 17 in.; swing, 8 
in.; floor space, 72x26 in. 


Lathe Attachments, 
Bench 


Wade 


Mass. 


Tool Co., 
(Vol.79,p.745.) 


A hand screw machine is 
made by substituting a turret 
for the tailstock and a double 
cross-slide for the compound 
slide rest. For instant action 
in gripping the stock, a lever 
closer is fitted to the draw-in 
spindle. 

The turret attachment has 
tool holes 8-in. diameter. Stops 
index automatically. Working 
travel is 3 in.; indexing travel 
is 1} in. 

The double cross-slide has a 
movement of 2 in. and uses 
standard toolposts or circular 

pro- 


Waltham, 


form tool holders. It is 
vided with adjustable stops. 


; 
j 
| 
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Lathe, Bench, 
Precision, 9-In. 


South Bend Lathe Works, 
South Bend, Ind. (Vol.79, 
p.932. ) 


The 1936 Model 9-in. back- 
geared lathe is for small-piece 
production jobs, tool-making 


and instrument making. There 
is a twin gear reverse for right- 
and 


left-hand screw threads, 





and also automatic longitudinal 
feed to carriage. Eight differ- 
ent models are available, six 
bench and two floor leg, sup- 
plied in bed lengths of 3 ft., 34 
ft., 4 ft., and 4% ft. Six spindle 
speeds are 39 to 630 r.p.m. 


Lathe, Cone-Head, 
Motor-Driven 


Sebastian Lathe Co., Cincin- 
nati, Ohio. (Vol.79,p.476. ) 


Cone-head motor-driven lathes 
swing, 123 in.; length of bed, 4 
to 20 in. are single backgeared, 
providing six speeds. The apron 
is provided with a friction feed 
as well as a bevel-gear feed for 





Start, 
and reverse of the lathe are 
through a drum-type safety re- 
versing switch, 

Specifications of lathe shown, 
swing 12% in.; length of bed, 4 


longitudinal feeds. stop 


ft.; distance between centers, 

22% in.; hole through the spin- 

dle, 1% in.; swing over the 

carriage, 8% in.; collet capacity, 
in. 


Lathe, ‘‘Hydratrol’’ 


Machine Co., St. 


(Vol.79,p.600. ) 


Lehmann 
Louis, Mo. 


The pulley driveshaft of the 
“Hydratrol” lathe carries three 
hydraulically operated friction 
clutches. One of the clutches 
provides eight reverse speeds 
and the other two the initial 
speed progression for sixteen 
forward speeds. A conventional 
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gear arfangement has three hy- 
draulically operated external 
and internal gear type double 
positive clutches to complete the 
sixteen spindle speeds which are 
in almost exact geometrical pro- 





gression. These positive clutches 
require no adjustment and pro- 
vide ample capacity, 25 hp. on 
16- and 18-in. and 40 hp. on 22- 
or 24-in. sizes. Speed changes 
are effected by turning a three- 
lever handle on the front of the 
headstock. This may be turned, 
without intermediate stop, to 
any speed desired. There are 
two hydraulic brakes, one at the 
primary power source and one 
at the spindle. The latter is 
provided to prevent overrun. 


Lathes, Toolroom and 
Heavy Duty 


Cincinnati Lathe & Tool Co., 
Oakley, Cincinnati, Ohio. (Vol. 
79,p.671.) 


The 18-in. by 8-ft. toolroom 
lathe has the motor mounted in- 
side of the leg. This machine 
is fitted with an oil pan and 
pump, and taper and nose-type 
draw-in attachments. The other 


machine, a 22-in. x 10-ft. geared 
head, heavy-duty lathe is fitted 
with a special double rest per- 


mitting a series of cuts to be 
taken simultaneously with a 
number of cutting tools. <A 
quick-change gearbox gives 32 
to 96 changes by simply shift- 
ing two levers, and without the 
use of an auxiliary quandrant. 
Twelve spindle speeds are ob- 
tained in geometric progression 
by shifting three levers. 


Lathe, Toolroom, 
Model B 


Reed-Prentice Corp., Wor- 
cester, Mass. (Vol.79,p.743.) 


Equipped with sixteen spindle 
speeds and 49 changes of feeds 
and threads, the 14-in. precision 
lathe 
tained 


changes ob- 
sliding gears. 


has speed 
through 








Clutch and brake control for 
the spindle are operated from 
both the head end of the lathe 
and from the apron. Separate 
clutch control in the apron is 
provided for longitudinal and 
cross feeds. 

Specifications : swing over bed 
ways, 16% in.; distance between 





we 





2 


We ate 
centers, 30 in.; range of spindle 
speeds, 18 to 536 r.p.m.; range 
of threads per inch, 14 to 96; 
range of feeds in thousandths 
per rev., 24 to 160. Lathes of 
similar construction are also 
available in 16-, 18- and 20-in. 
sizes. 


Lathe, Engine, 
Geared-Head 


Greaves-Klusman 
Cincinnati, Ohio. 
p.775.) 


Tool Co., 
(Vol.79, 


The Timken-equipped geared- 
head engine lathe is made in 
four sizes; 16 in. x 6 ft., 18 in. 
x 6 ft., 20 in. x 8 ft., and 22 in. 
x 8 ft. The rear V is dropped 
to the level of the front flat, 
giving additional turning capac- 





nose is 


The 


of 
machines, 
small diameter is ground stand- 
ard and allows the operator to 
slip on face plates or chucks 


new form 
these 


ity. A 
used on 


easily. The threaded diameter 
provides an extra large shoulder 
area for’ squaring the face 
plates. The arrangement of the 
gears in the geared head is simi- 
lar to the sliding gear transmis- 
sion used in automobiles. Drive 
motor is mounted on a machined 
plate in the cabinet leg. 


Lathe, Engine, 
Heavy-Duty, 20-in. 


Springfield Machine Tool Co., 
Springfield, Ohio. (Vol.79, 
p.837. ) 


Designed to take heavy cuts 
with high-speed steel and high- 
speed cuts with tungsten-car- 
bide, this heavy-duty, 20 in. ball- 
bearing, geared-head engine 
lathe has a sixteen-speed head- 
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design with 
spur-gear 


of massive 
helical or 
Reversing mechanism 
for the leadscrew mounted on 
the rear of the headstock al- 
lows much heavier gears and 
shafts to be used. A _ heavy- 
duty gearbox is attached, giv- 
ing 36 changes of threads and 
feeds, including 114. Weight of 
machine with 10 ft. bed is ap- 


proximately 9,000 Ib. 


stock 
either 
trains. 


Lathe, Engine, Model C 


Pratt & Whitney Co., Hart- 
ford, Conn. (Vol.79,p.868. ) 


The Model C Lathe is avail- 
able in two sizes, having 14- and 
16-in. swings. Each size can be 
had in two lengths. Headstock 
gearing produces eighteen spin- 
dle speeds, ranging in geometric 
progression from 14 to 1,000 
r.p.m. The “column headstock” 
provides a solid support to the 
driving pulley and takes the pull 
of the belt. 

The spindle is supported at 
three points. Nose is of the new 





ee eee 


ed 


Type D-1 and is flanged. A set 
of ratio gears provides for 60 
quick changes of feed ranging 
from 0.003 to 0.188 in. It also 
provides for 60 quick thread 
changes from 1 to 60 threads 
per in. A synchronizing high- 
speed clutch mechanism in the 
headstock reverses the leadscrew 


and feedrod drive. The same 
quick-withdrawing mechanism 
for thread-cutting which has 
been known in the Model B 


lathe is incorporated. Compound 
rest is of similar design. Cen- 
tralized oiling is used through- 
out. 


Lathe, Engine, 
High-Speed 
Lodge & Shipley 


Tool Co., Cincinnati, 
( Vol.79,p 938. ) 


Machine 
Ohio. 


Spindle speeds infinitely vari- 
able between 400-2400 r.p.m. as 
the minimum, or 600-3600 r.p.m. 
as the maximum, are secured 
through a New Departure vari- 
able-speed unit. Four ranges of 
feeds may be had in the built- 
in apron, although only one 
range is furnished with the ma- 
chine. Swing over the bed is 


163 in., over compound rest and 
carriage, 10% in., and over the 
rest 


ae 3 


compound and_ rear-con- 
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nected rest, 88 in. Distance be- 
tween centers is 30 in. Hole 
through the spindle is 1¥ in. 
The headstock and feed mechan- 
ism are equipped with automatic 
lubrication. 


Lathe, Shaft-Turning 


Monarch Machine Tool Co., 
Sidney, Ohio. (Vol.79,p.737.) 


The 18-in. Model “BB” lathe 
driven by a 20-hp. motor was 
developed for shaft turning, us- 
ing cemented carbide tools at 
spindle speeds as high as 2,000 
r.p.m. This lathe is the regular 
standard Monarch 18-in. lathe, 
except the head-stock and the 
drive. The geared speed-change 





unit is mounted inside the cabi- 


net leg and provides sixteen 
changes of spindle speeds with 
a normal range from 50 to 2,000 
r.p.m. in geometric progression. 
This lathe is equipped with 
multiple length feed stops, and 
with the Monarch Microgaging 
method for quickly _ setting 
diameters. 


Lathe, Step-Turning 


Hendey Machine Co., Tor- 
rington, Conn. (Vol.79,p.928.) 


Designed for production turn- 
ing at highest effective speeds, 
using the most efficient cutting 
tools known to the industry, the 
No. 3 “Hi-Speed” step-turning 
lathe is powered by a New De- 
parture Transitorq coupled to an 
electric motor of 5 to 10 hp. 
Power transmission to the spin- 
dle is through a multiple V-belt 





drive. Variable speed unit is 
mounted at the end of the feed 
box below the headstock. Five- 
section multiple dials provided 
for the feed screw allow re- 
peated settings of the tool for 
different diameters. The spindle 
is bored to take 14-in. bar. 
Swing over the ways is 164 in.; 
swing over the carriage is 84 in. 
Two lengths of bed are: 42 and 
66 in. between centers. 


Lathe, Manufacturing, 
No. 4C 


Hendey 


rington, Conn. 


Machine Co., Tor- 


( Vol.79,p.928. ) 


A heavy-duty engine lathe for 
manufacturing and maintenance 
operations, the No. 4C_ has 


twelve spindle speeds in geomet- 
ric 


progression, ranging from 
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30 to 1,200 r.p.m. Power is pro- 
vided by a 5 hp. constant-speed 
motor. The gearbox has 28 
changes of thread and _ feed 
through a seven-gear cone and 
a primary four-speed change. 
This combination gives a nor- 
mal thread cutting range of 
2% to 40 threads per in. Lead- 
screw is driven from the gear- 
box through a_ positive-tooth 
clutch, 


Lathe, Manufacturing, 
Type T 


Monarch 
Sidney, Ohio. 


Machine Tool Co., 
(Vol.79,p.737.) 


This 12-in. lathe is designed 
to handle the smaller classes of 
production jobs where a hand 
return to the front carriage is 
desirable. It is equipped with 
automatic length-feed stops, and 
can be furnished with multiple 
automatic length-feed stops. 





Monarch Micro-Gage method of 
tool setting is incorporated in 
the machine. 

The lathe, built to use the ce- 
mented carbide tools, can be fur- 
nished with special tooling to 


perform a _ wide variety of 
single- and multiple-tool manu- 
facturing operations. Swing 
over ways, 124 in.; over car- 
riage, 7 in.; distanee between 
centers can be 18 in.;_ base 
length, 30 and 42 in. 


Lathe, Multi-Production 


American Tool Works Co., 
Cincinnati, Ohio. (Vol.79,p.650. ) 


The multi- production lathe 
fills the gap between the stand- 
ard engine lathe and the highly 
specialized automatic lathe. 
Through its combination of 
automatic length stops, positive 
diameter stops, and special tool- 
ing it offers the advantages of 
very rapid production of dupli- 
cate parts. Multi-production 
features consist primarily of a 





highly developed automatic 
longitudinal stop mechanism, a 
set of positive, hand-operated 
diameter stops, and tool rests 
especially adapted to the work. 


Lathe, Automatic, 10-In. 


Sundstrand Machine Tool Co., 
Rockford, Ill. (Vol.79,p.660.) 


This 10-in. “Stub” lathe has 
an automatic cycle which in- 
cludes rapid approach, feed into 
depth, turn, face, tool relief if 
desired, quick return and stop. 
Four groups of spindle speeds 
Standard lengths 


are available. 





between centers: 16, 22, 34 
and 46 in. Speeds, feeds 
and carriage movements can 


be adjusted in a few minutes to 
meet the requirements of the 
wide variety of work pieces. 
The front tool-slide has micro- 
meter adjustment. The front 
carriage may have an automatic 
feed-in attachment and an auto- 
matic tool release. 


Lathe, ‘“Lo-Swing Imp” 


Seneca Falls Machine Co., 
Seneca Falls, N. Y. (Vol.79, 
p.700.) 


This model has the speed of 
the bench lathe, plus the rigidity 
and automatic operation of an 
automatic lathe. It is especially 
applicable to work on bushings, 
pistons, valves, bearings and 
other small parts. The spindle 
is capable of speeds up to 5,000 
r.p.m. 

The carriage is driven by a 
drum cam operated in turn by 
a worm and worm wheel. Va- 
riations in feed are obtained 
through pick-off gears. The 
cross feed is operated from a 
second path cut in the carriage 
feed cam, thus maintaining a 
positive time relation between 
the longitudinal and cross feed 
carriages. The Lo-Swing Imp 


is adaptable to chucking or be- 
tween-center work. 











Lathe, High-Speed, 11-In. 


R. K. LeBlond Machine Tool 
Co., Cincinnati, Ohio. (Vol.79, 
p.664. ) ; 


The 11-in. high-speed produc- 
tion lathe takes full advantage 
of tungsten and tantalum-carbide 
tools. Direct mounting of the 
dynamically balanced motor on 
the lathe spindle gives a vibra- 





tionless delivery of power. The 
lathe can be furnished with 
speeds of 450, 600, 900, 1,200, 
1,800 and 3,600 r.p.m. Feeds 
0.001 to 0.014 in. Across-the- 
line starting brings the machine 
up to full speed in 2 sec., and 
electric plug stopping stops it in 
2% sec. 


Lathe, Automatic, 
Hydraulic 


Porter-Cable Machine Co., 
Syracuse, N. Y. (Vol.79,p.673.) 


Built for the manufacture of 
small- and medium-size parts, 
the “Carbo” hydraulic lathe has 
a full automatic cycle. It is de- 
signed for the efficient utiliza- 
tion of high-speed steel and 
tungsten-carbide tools. Parts 
are duplicated within very close 





limits because of the accurate 
automatic setting of all tool- 
slides at the start of each cycle. 

Spindle speeds, 95 to 1,130 
r.p.m. with low-speed heads, 167 
to 1,978 r.p.m. with high-speed 
heads. Distance between cen- 
ters, 18 in.; swings 14 in. over 
the ways, 7 in. over the car- 
riage; feed, 0 to 24 in. per min. 


Quick-Return for 
Carbo-Lathe 
Porter-Cable 


Syracuse, N. Y. 
p.412.) 


Machine Ce. 
: (Vol.79, 


An electric quick-return for 
the carriage, also the facing at- 
tachment, is offered for the 
Carbo-Lathe. It consists of a 
separate electric motor attach- 
ment which is fastened to the 





























end of the lathe bed. It is con- 
nected to the feed shaft by a 
flexible coupling. Power is sup- 
plied by a 4-hp. motor. A spring- 
loaded disk clutch is built into 
the gear drive, will just drive 
the carriages, but if the power 
feed of the table is engaged and 
the motor is started, the clutch 
will slip. 


Lathe, Production, 
“Speedcut”’ 


Seneca Falls Mach. Co., Sen- 
eca Falls, N. Y. (Vol.79,p.735. ) 


The “Speedcut” lathe is de- 
signed for single-point turning 
or modified multiple-tool turn- 
ing with carbide or other tools. 
The spindle is driven direct 
through V-belts from either a 
variable-speed motor or a New 





Departure Transitorg. Spindle 
speeds up to 3,600 r.p.m. are 
available. 

The carriage feed mechanism 
is driven through V-belt to 
pick-off gears. Three quick 
changes of feed provide a range 
of 0.001 to 0.060 in. “Speedcut” 
is available with or without 
rapid traverse and automatic 
rapid traverse to the carriage. 
Swing, 18 in. over the ways; 
weight, approximately 6,000 Ib. 


Lathe, Model ‘‘U”’ 


Lo-Swing 

Seneca Falls Machine Co., 
Seneca Falls, N. Y. (Vol.79, 
p.700. ) 


The Model “U” Lo-Swing is 
built in two bed lengths, 12 in. 
and 36 in. centers, each size 
having a 5-in. swing. It is de- 
signed for turning pistons, bush- 
ings, stem opinions, steering 
knuckles and other short cylin- 
drical work and can be used 
for both straight turning and 
for forming, or for a combina- 
tion of both. The lathe is com- 
pletely automatic in operation. 
Pick-off gears are provided for 
changing both speeds and feeds. 





Cams operate the longitudinal 
and cross-feed movement of the 
carrige slide, as well as the 
cross-feed movement of the rear 
forming and squaring slide. 


Lathe, Manufacturing, 
“Unitlathe”’ 


Seneca Falls Machine 
Seneca Falls, N. Y. 
p.700. ) 


The foundation of this “Unit- 
lathe” is a so-called “base ma- 
chine” which consists of an in- 
tegrally cast bed and headstock 
mounted on a cabinet base that 
houses the motor, coolant tank 
and pump, and forms the chip 


ia. 
(Vol.79, 

















pan. Standardized and _ inter- 
changeable functional units, as- 
sembled into this base machine 
when originally built, or later 
as required, provide a complete 
and versatile lathe of the type 
best suited to the work at 
hand. The No. 1 model applies 
the Lo-Swing method for use 
of carbide tools. 


Lathes, High-Speed, 
“‘Duomatic,”” Nos. 1 and 5 


Lodge & Shipley Machine 
Tool Co., Cincinnati, Ohio. 
(Vol.79, p.867.) 


The No. 1 Duomatic is a 
highly specialized tool for high- 
speed quantity production of the 
smaller class of work pieces. A 
power traverse brings the tools 
irom the out-of-the-way load- 
ing position to the ready-to-cut 
work position by high-speed 
motor. A definite relation ex- 
ists between the feed and the 
r.p.m. of the work piece. All 


electrical control is a distinctive 
feature of this machine. 


Rec- 
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ommended motor rating is 5 to 
15 hp., 1,800 r.p.m. 

The No. 5 Duomatic is a 
heavy-duty machine. Hydraulic 
tool control has been built in. 
Feed can be _ automatically 
changed during the cut as the 
section of the cut varies. 


Lathe, Turret 


Reed-Prentice Corp., Wor- 
cester, Mass. ( Ve 1.79, p.279. ) 


This 14-in. sliding-gear-head, 
production-type turret lathe is 
similar to the company’s stand- 
ard sliding-gear head engine 
lathe, except for the turret con- 
struction. Design incorporates 





eight-speed 


an sliding-gear 
headstock with self-contained 
motor drive and quick-change 
mechanism for feeds only. The 
machine is equipped with power- 
feed bed turret with forward 
and reverse feeds. A three-jaw 
air chuck holds the work. 


Lathe, Turret, No. 4 


Warner & Swasey Co., Cleve- 
land, Ohio. (Vol.79,p.477.) 


The No. 4 universal turret 
lathe utilizes cemented tung- 
sten carbide in addition to high- 
speed steel cutting tools, It 


has twelve spindle speeds from 
30 to 751 r.p.m., and a 74 hp. 
A circumference binder 


motor. 


ring automatically clamps the 
turret after indexing. Travel 
of the turret slide is 12 


in., with the power feed applied 
through a friction clutch. An 
automatic indexing square tur- 
ret offers increased speed in 
manipulation. The rachet-type 
bar feed is designed for fast 
operation. 


Lathe, Turret, No. 3 


Machine Co., 
( Vol.79,p.669. ) 


Gisholt Madi- 


son, Wis. 


Designed for fast manipula- 
tion on light work, yet retain- 
ing the power and rigidity for 
the heavy work within its ca- 
pacity, the No. 3 turret lathe 
has a bar capacity of 14 in. 
diameter by 10 ft. length, and 
a chucking capacity of 98 in. 
swing over the cross-slide, or 
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the 
Six spindle speeds and reverse 
may be obtained in the normal 
speed range of 65 to 730 r.p.m. 
The cross-slide has eight power 
feeds, both cross and longitudi- 
nal, and reverse in both direc- 


in. swing over ways. 


tions. The ram is of sufficient 
length so that in all possible 
working positions of the turret, 
it has a bearing on the full 
length of the saddle. 


Lathe, Turret, 


Saddle-Type 
Jones & Lamson Machine 
Co., Springfield, Vt. (Vol.79, 


p.089. ) 


The saddle-type turret lathes 
are built with a 24-in. bar ca- 
pacity and are fitted with 12-in. 
chucks when used for chuck 
work. There are twelve spindle 
speeds forward and reverse. The 
main spindle is the flanged type 
with a taper pilot. The uni- 
versal carriage is equipped with 


4 





a heavy-duty slide for mount- 
ing tools on the front and back. 
The apron is equipped with a 
sliding-gear transmission with 
nine variable feeds. A six-sta- 
tion hollow hexagon turret is 
located by a large taper locking 
pin. The saddle is equipped 
with a power traverse that is 
arranged to provide for two 
speeds in both directions. 


Lathe, Turret, No. 1 


Foster Machine Co., Elkhart, 
Ind. (Vol.79, p.094, ) 


No. 1 turret lathe has a reg- 
ular automatic chuck capacity 
of +% in. which may be increased 
to ly in. The eight spindle 
speeds range from 300 to 3,600 
r.p.m, Either hand-operated 
automatic chuck and bar feed, 
or cam-operated automatic chuck 
and bar feed can be supplied. 
The bar support tube swings 
forward so that a new bar may 
be loaded from the operator’s 
end of the rack. The machine 
can be had either with lever- 


operated cross-slide or a com- 
bination screw and lever-oper- 
ated type cross-slide. 
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Lathe, Turret, No. 3 
Foster Machine Co., Elkhart, 


Ind. (Vol.79,p.694.) 
A No. 3 indexing turret 
“Fastermatic? has a_ bed 


equipped with adjusting blocks 


for leveling and has nitrided 
hardened V-ways. There are 
sixteen changes in_ spindle 


speeds, arranged in four sets of 


four automatic changes. If de- 
sired, four automatic spindle 
speed changes may be made 


with one forward movement of 





the turret, and they may be made 
with each face of the turret if 
desired. 

The machine has a bridge- 
type cross-slide with a front 
and rear slide, either of which 
may be used in conjunction with 
any face of the turret. The 
hydraulic feeding arrangement 
provides a separate feed for 
each face of the hexagon turret. 


Lathe, Turret, No. 11/2 


Foster Machine Co., Elkhart, 
Ind. (Vol.79,p.695.) 


The 14 in. universal turret 
lathe is designed for the new 
cutting alloys. Spindle speeds 
may be arranged either as six- 
teen in all, or two ranges of 
eight, a high range for bar work 
and a low range for chucking 
work. The automatic chuck 
and bar feed are hydraulically- 





The cross carriage is 
full universal with both cross 
and longitudinal feeds. The 
cross-slide has an adjustable 
stop spool which provides power 
knockouts for each station of 
the square turret. There are 
nine power feeds of the cross- 
slide and turret saddle apron. 
This machine is built 14 in., 2 
in., and 24 in., round bar ca- 
pacity. 


operated. 


Turret Lathe 
Improvements 


Warner & Swasey Co., Cleve- 
land, Ohio. (Vol.79,p.699.) 


Among improvements are the 
heavy-duty cross-slide with 
square lock gib. The cross-slide 
is designed particularly for 
heavy cuts and coarse feeds 
such as are demanded by tung- 
sten-carbide tools. The square 
lock gib on the right side of the 





cross-slide presents a means of 
taking the load, for it is at all 
times at right angles to the load 
pressure. 


The square turret mounted 
on the cross-slide is a new de- 
velopment. By removing the 
characteristic center stud 
through the turret, greatly im- 
proved rigidity is possible and 
also better facility for cramping 
of overhanging tools is provided 
for. 

The leadscrew attachment is 
designed to overcome former 
shortcomings of turret lathes 
and to simplify this operation. 
The feed shaft leading to the 
apron of the cross-slide is util- 
ized for the leadscrew but only 
that portion of the shaft which 
has hitherto been unused. This 
provides a positive thread and 
completely eliminates the con- 
ventional leader which must be 
gripped to the shaft. 

Heavy duty bar turners for 
ram type turret lathes were de- 
signed for the heaviest work 
and the coarsest feed using 
Stellite or carbide cutting tools. 
The tool rolls are so placed as 
to make efficient steadyrests for 
heavy work done from the cross- 
slide of the turret lathe. 


Lathe, Turret, Ram-Type 


Gisholt Machine Co., Madis- 
son, Wis. (Vol.79,p.898.) 


Efficient for high-production 
work and also for small-lot job- 
bing, the ram-type turret lathes 
are easy to operate. Their fast 
manipulation is partly due to 
the automatic labor-saving de- 
vices built-in as standard equip- 
ment. The three machines cover 
14- to 24-in. bar capacity and 
8- to 15-in. chucking capacity. 

The hexagon turret and its 
stop roll are automatically in- 
dexed to the next position with 





the back movement of the ram 
slide. Four tools are taken in 
the quick-indexing square turret 
on the cross-slide. A change 
in spindle speed can be secured 
without passing through inter- 
mediate speeds by the use of the 
selective gear transmission. 


Screw Machines, 
Automatic, Six-Spindle 


National Acme Co., Cleve- 
land, Ohio. (Vol1.79,p.26.) 


Model “R” six-spindle auto- 
matics supplement the line of 
four-spindle automatic screw 
machines (AM—Vol. 78, page 
358). Collets and pushers for 
corresponding sizes of machines 
are interchangeable. The six- 
spindle machines are built in 
four capacities: #, 1, 14, and 
12 in. 

In the arrangement or spac- 
ing of the spindles in the spindle 





carrier, the two spindles at the 
top and the two at the bottom 
are in line for direct applica- 
tion of tooling from the four 
independently operated cross- 
slides. The two spindles at the 
sides (2nd and 5th positions) 
are accessible for a “short- 
coupled” double-deck toolholder 
or an independent cross-slide. 
High-speed drilling attachments 
can be used in any or in all six 
positions. Threading is done in 
the third or fourth positions, or 
both, in all sizes of machines. 


Screw Machine, 
Automatic 
New Britain-Gridley Machine 


Co., New Britain, Conn. (Vol. 
79,p.567.) 


Models 40 and 41 are of the 
four-spindle type, with the first 
built in two sizes, x5 in. and 
1x5 in., while the latter is built 
in several sizes ranging from 
18x6 in. to 23x6 in. 


Models 60 
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and 61 are six-spindle machines, 
with the first built in two sizes, 
8x5 in. and 1x5 in., and the sec- 
ond built in sizes to and includ- 
ing 234x6 in. 

The spindle carrier is auto- 
matically lifted from its bearing 
seat before indexing, and is held 
off of its seat during the index 
movement. Forming slides are 
mounted on hardened and 
ground cylindrical steel studs 
entirely encircled by their bear- 
ings. The slides are fitted with 
hardened and ground tool holder 
bases. The cross-slides are in- 
dependently operated and actu- 
tuated by cams. Tool slide is 
actuated forward and reverse 
by a drum type cam. On Mod- 
els 40 and 60, speeds range up 
to 3,800 r.p.m., while on Mod- 
els 41 and 61 speeds up to 
2,500 r.p.m. are available. 


Screw Machine, Single- 
Spindle, Automatic 


National Acme Co., Cleve- 
land, Ohio. (Vol.79,p.646.) 


In order to reduce the time 
required for restocking, provi- 
sion is made for handling 20-ft. 
lengths of bar stock. The 
method of feed eliminates the 

















necessity for the usual pusher 
and pusher tube, feeding cam 
and roller. 

The chucking mechanism is 
operated by a cam drum on the 
headstock of the machine. Stock 
is fed out against the drill in 
most cases. When drilling is 
not required, a stock stop is 
mounted in the drilling spindle. 
A separate, independently 
cammed disappearing stock stop 
may be furnished as optional 
equipment. When changing over 
from one job to another, the 
operator can adjust the depth 
of hole to be drilled by turning 
an adjusting screw on the front 
of the machine, and without 
changing the cam. 

Two cross-slides are mounted. 
One of these slides carries the 
chamfering or forming tool, the 
other the cut-off tool. Each 
slide is independently operated 
by cam. 


Screw Machine, 
Automatic, Four-Spindle 
Greenlee Bros. & Co., Rock- 
ford, Ill. (Vol.79,p.709.) 
Two sizes take #-in. and 1-in. 


round stock, respectively. Spin- 
dle speeds are available up to 






































The 
open in construction and acces- 
sible for the operator to get at. 


3,400 r.p.m. machine is 


Live drilling spindles can be 
mounted in any or all of the 
four positions, with threading 
and tapping attachments in the 
third and fourth positions. The 
collet closing spools are made 
in three pieces and stock feed- 
ing rings are mounted on ball 
bearings so that they do not 
rotate with the spindle when 
the collets are being opened and 
closed and the stock is being 
fed forward. The standard 
Greenlee cross-slide cam con- 
struction is used on this ma- 
chine. Stock feed length is 6 
in. with standard turning length 
of 5 in, 


Screw Machine, 
Wire-Feed, No. 1 


Brown & Sharpe Mfg. Co., 
Providence, R. I. (Vol.79,p.740.) 


The No. 1 wire feed screw 
machine can be quickly and 
cheaply set up for small quan- 
tities of work. Feeding mechan- 
ism is automatically placed in 
operation by movement of the 
cross-slide as the piece is cut 
from the bar. Capacity: studs 





up to $ in. in diameter and any 


length to 4 in. Speed range is 
from 175 to 3,620 r.p.m. Feed 
tube capacity for light work is 
& in. 

A No. 0 machine is similar in 
design. Capacity: %-in. diame- 
ter, turning any length to 2% 
in. Speed range is 220 to 4,500 
r.p.m. Feed tube capacity for 
light work is § in. 


Bar and Chucking 
Machines, Multiple- 
Spindle 


Cleveland Automatic Machine 
Co., 2268 Ashland Road, Cleve- 
land, Ohio. (Vol.79,p.773.) 


Made to obtain tool-room ac- 
curacy in production, the Model 
K multiple spindle bar and 
chucking machines have con- 
venient set-up. Steel-body air 
chucks are operated by duplex 
air cylinders mounted on each 


spindle. Each spindle driving 
gear is equipped with a disk 
clutch mechanically operated 
from the camshaft to stop and 
start the spindle in the loading 
position as the spindle turret 
indexes. The main slides carry 


the tools for the lower spindles. 
Top slides afford extra tool po- 
sitions for forming, shaving and 
cutting-off. 

Accelerated tool spindles for 





drilling, boring, reaming and 
threading operations are 
mounted in the main tool turret. 
Travel of the tapping spindle is 
controlled by a positive trip. 
Accessibility to tooling from 
front or rear and a combination 
tool turret affording eight or 
twelve tool positions are other 
features. 


Centering Machine, 
“Star” 


Seneca Falls Machine Co., 
Seneca Falls, N. Y.  (Vol.79, 
p.701.) 


The Star automatic drilling 
and centering machine provides 
high production on a continuous 
basis with sufficient flexibility 
to permit economical change 
over when necessary. This has 
been accomplished by using two 





motor-driven independent heads 
each with its own closed cycle 


and independent speeds and 
feeds arranged to operate in 
timed relation to one another. 


Standard quick-acting, equaliz- 
ing vises are available and may 
be arranged to operate singly 
or in pairs. 


Lathe, Crankshaft, 
Center-Drive 


Wickes Bros., Saginaw, Mich. 
(Vol.79,p.635. ) 


An 
type 


center-drive 
lathe, desig- 


automatic 
crankshaft 


nated as Model C, is built for 
the cheeking, turning and fillet- 
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ing of all main line bearings, 
for turning and shouldering the 
stub end of the crank, for turn- 
ing and straddle-facing the 
flange and turning the oil groove 
on 4-, 6- and 8-throw crank- 
shafts having 3, 4 or 5 main 
line bearings. The rear tools 
are mounted on inverted cross- 
slides carried in the back tool 
housing. Weight, including 
electrical equipment, is 21,000 
lb. 


Cutting Speed 
Pre-Selector 


Warner & Swasey Co., Cleve- 
land, Ohio. (Vol.79,p.929). 


The cutting-speed pre-selector 
requires but one lever for op- 
eration and enables the operator 
to choose the proper cutting 
speed and feed for the next cut 
by the simple rotation of a 
handwheel. The full range of 
work diameters is arranged on 
the left- and right-hand sides of 
the window; the drum which 
rotates inside the housing indi- 
cates the prover feet per minute 
for each diameter in twelve ver- 
tical columns corresponding to 
the twelve speeds of the head- 
stock. Formerly, the operator 
was required to shift three lev- 
ers. A speed sequence indica- 
tor is incorporated in the form 
of a castellated drum on top of 
the device into the slots of 
which numerals are inserted to 
indicate the several speeds re- 
quired on the job consecutively. 





Grinder for Lathes 


McGonegal Mfg. Co., Ruther- 
ford, N. J. (Vol.79,p.444.) 


The “Thermac” grinder has 
a circumferentially adjustable 
grinding spindle, enabling the 
operator to set the spindle cen- 
ter to the lathe center in front 
of the motor for internal or 
external grinding or to the rear 
of the motor for large diameter 
external grinding. For longi- 


tudinal external grinding be- 
tween centers, the extension 
arm can be used. 





Lathe Attachment 


Master Brake & Appliance 
Co., Trousdale, Kansas. (Vol. 
79,p.347.) 


The lathe converter mounts 
on the lathe compound rest and 
has its own micrometer vertical 
leadscrew adjustment that pro- 
vides a complete combination 
for milling, drilling, broaching 
and grinding on any work piece 
that may be held in a lathe 
chuck, faceplate or between cen- 
ters. It has the advantage of 
all lathe feeds, speeds and the 
use of the compound. 











MILLING MACHINES 





Milling Machine, 
Plain, No. 2 


Brown & Sharpe Mfg. Co., 


Providence, R. J. (Vol.79, 
p.184.) 
The No. 2 light-type plain 


milling machine 1s a simplified 
self-contained, motor - driven 
unit. Spindle height has been 
lowered to give a more conveni- 
ent height for vision of cutters 
and work. 

The speeds are arranged in 
two series, giving sixteen spindle 
speeds from 40 to 1,300 r.p.m. 
Changes are made by rotating 
a lever on the side of the column 
in conjunction with a backgear 
and high and low-series lever. 
A convenient single lever feed 
control is also provided for the 


sixteen feed changes from 4 to 
184 in. per min. 

The column face has been set 
back approximately 4 in. from 
the end of the spindle to give 
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added clearance when using end 
mills, but also to permit cutters 
to be set nearer to the spindle 
nose. Longitudinal feed, 28 
in.; traverse feed, 10 in., and 


vertical feed, 15 in., all auto- 
matic. 
Milling Machine, 
Plain, No. 26 
Kent-Owens Machine Co., 


Toledo, Ohio. (Vol.79,p.603.) 


The table feed of the No. 26 
milling machine is cam con- 
trolled, permitting any desired 
cycle of automatic table move- 
ment. A table working surface 

















of 36x83 in. with three T-slots 
permits the mounting of two 
fixtures, one of which can be 
unloaded and loaded while the 
other is under the cutter. Pick- 
off gears in the table feed train 
readily permit changing of the 
cam drum speed. Standard 
equipment permits spindle 
speeds to 2,000 r.p.m. 


Milling Machine, 
Plain, No. 12 


Brown & Sharpe Mfg. Co., 
Providence, R. I.  (Vol.79, 
p.658. ) 


The No. 12 plain milling ma- 
chine is operated through elec- 
trical control rather than by 
mechanical tripping. An auto- 
matic backlash eliminator makes 
it possible to rotate the cutters 
in the same direction as the 
feed (climb milling) or in the 





conventional method (rotating 
against the feed). The machine 
will reverse in cutting feed. It 
is a compact production type for 
duplication of medium - size 
parts, either in moderate or long 
runs, 


Milling Machine, 
Plain, Automatic 


Sundstrand Machine Tool Co., 
Rockford, Ill. (Vol.79,p.661.) 


High-speed milling on parts 
of business machines, household 
appliances, electrical apparatus, 
firearms, small machines, tools 
and the like can be done on the 
No. 2 automatic “Electromil.” 
This machine has automatic 


electric table control and is de- 
signed to use extremely simple 
Flexibility is such as 


fixtures. 





to give any combination of table 
cycles within the capacity of 
the machine. Table feeds can be 
varied by changing pick-off 
gears or by means of an 8-speed 
quick-change gearbox. The 
spindle head is available in three 
types—low-speed, medium-speed 
and high-speed. 

The machine table is 12 in. 
wide, 35 in. from the floor line 
and may have either 18 or 24 
in. spindle feed. Distance from 
the center of the spindle to the 
top of the table is 34 in. mini- 
mum, 12 in, maximum. 


Milling Machine, 
Plain, No. 28 


Machine 
Conn. 


Co., 
(Vol.79, 


Producto 
Bridgeport, 
p.661.) 


A manufacturing-type miller 
adapted for miscellaneous mill- 
ing operations, this medium- 
sized machine uses _ pick-off 
change gears to obtain changes 
in feeds and speeds. Table re- 
turn, 300 in. per min. Table 
feed ranges from § to 12% in. 





per min. The cutter spindle 
bearing is adjustable vertically. 
Length of working surface, 


434 in.; width over-all, 11 in.; 
longitudinal table feed, 30 in. 


Milling Machine, 
Plain, Model K 


Kearney & Trecker Corp., 
Milwaukee, Wis. (Vol. 79, 
p. 690.) 


Now equipped with duplicate 
front and rear control for both 
hand adjustment and power 
feed operation, the Model K 
machines have 24 spindle speeds 
in approximate geometric pro- 
gression. There are 32 feeds 





from 3 in. to 60 in. per min. 


The motor is mounted cross- 
wise of the column in order to 
provide a solid wall columnback 
from overarms to floor. Drive 
from the motor to the initial 
shaft is by multiple V-belts. 
The main clutch has been newly 
located on the outside of the 
drive pulley to be readily acces- 
sible. 


Milling Machine, 
Plain, Model H 


Kearney & Trecker Corp., 
Milwaukee, Wis. (Vol. 79, 
p.691.) 


Designed primarily for the 
manufacture of small parts in 
large quantities such as required 
by small arms, screw machinery, 
typewriters, calculating ma- 
chines and radio. manufacturers, 
the No. 0 size of Model H 
manufacturing type milling ma- 
chine is almost in the midget 
class. The distance from the 
center of the spindle to the floor 
is only 3 ft. 8 in. 
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Two sizes of Model H ma- 
chine are available, the No. 0 
with a table 10 in. wide and a 
feed range of 12 in. longitudi- 
nal, 3 in. cross and 15 in. ver- 
tical, and the No. 1 with width 
of table 12 in. and feed range 
of 18 in. longitudinal, 3 in. cross 
and 17 in. vertical. 


Milling Machine, 
Plain, Precision 

Hardinge Bros., Elmira, 
N. Y. (Vol.79,p.931.) 


The MDS precision milling 
machine has a table 24 in. by 
6 in. and a working surface 
20x6 in. The range is 133 in. 
longitudinal, 6 in. traverse and 





7 in. vertical. Distance from 
the center of the spindle to the 
table in lowest position is 7 in. 
Six speeds forward and six 
speeds in reverse range from 
120 to 1,190 r.p.m. 


Milling Machines, 


Universal 
Van Norman Machine Tool 
Co., Springfield, Mass. (Vol. 


79,p.712.) 


The No. 32 universal and the 
No. 22 universal have greater 
range and handle larger work 
at higher speeds than any previ- 
ous machines the company has 
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built. Both have power feeds in 
each direction. Table travel on 
the No. 22 is 27% in. with table 


cress feed of 102 in. The 
knee has a travel of 17% in. 
Spindle speeds run to 1,100 


r.p.m.; table feeds to 15x in. 
per min. 


Milling Machine, 
Universal, No. 6 


Van Norman Machine Tool 
Co., Springfield, Mass. (Vol. 
79,p.220. ) 


This No. 6 miller differs 
from the other machines in the 
line chiefly in its smaller size 
and in the fact that it is built 
with hand feeds only. It is de- 





signed to handle the wide range 
of operations occurring in pat- 
tern and experimental shops and 
toolrooms. The cutter head may 
be swiveled to mill vertically, 
horizontally, or at any angle. 
Nine speeds, 80 to 1,450 r.p.m, 


Milling Machine, 
Universal, No. 2 L-Type 


Cincinnati Milling Machine & 
Cincinnati Grinders, Inc., Cin- 
cinnati, Ohio. (Vol.79,p.835.) 


A toolroom miller especially 
designed for job-shop quantities 
of the average type of milling 
machine work, the No. 2 L- 

















Type universal miller has fifteen 
spindle speeds from 23 to 1,200 
r.p.m. Selection of speeds is by 
means of two levers located on 
the left side of the column. 
Twelve feeds are available, the 
longitudinal travel ranging from 
to 30 in. per min. Feeds may 
be engaged from the front or 
rear working ‘position, while 
the spindle is stationary, run- 
ning or actually under cut. 


Milling Machine, 
Universal, No. 0 
*“Omniversal’”’ 


Brown & Sharpe Mfg. Co., 
Providence, R. I. (Vol.79, 
p.658. ) 


The No. 0 “Omniversal” mill- 
ing machine is designed pri- 
marily for toolroom and experi- 
mental laboratory use. It is 
valuable, also, however, for 
manufacturing departments 
whose work is on short runs 


that would not justify fixture 
expense. 
table, 17 


feed: 
knee 


Longitudinal 
in., automatic; 





saddle, 17 in., automatic; com- 
bined longitudinal feed, table in 
horizontal position, 34 in., auto- 
matic; transverse feed, 6 in., 
hand; vertical feed, 10% in., 
hand. Centers swing 10 in. in 
diameter and take 144 in. in 
length. 


Milling Machine, 
Cam-Type, No. 42 


Producto Machine Co., 
Bridgeport, Conn. (Vol.79, 
p.188.) 

A No. 42. Producto-Matic 


milling machine is set up for 
milling a slot 4-in. wide in the 
end of a piece of cold-rolled 
steel and chamfering the same 
end. The machine is equipped 
with a four-station, work-hold- 





ing fixture, standard cutter 
spindle bearing, and an auxili- 
ary vertical six-spindle head at 
right angles to the milling cut- 
ters. Each station of the work 
fixture holds six pieces in line. 
Production is 1,200 to 1,400 
pieces per hour. 


Milling Machine, 
Cam-Type, No. 125 


Producto Machine Coa., 
Bridgeport, Conn. (Vol.79, 
p.309. ) 


The No, 125 cam-type milling 
machine was built for milling 
six locating surfaces on an 
automobile crankshaft prepara- 
tory to center turning on pro- 
duction lathes. The machine is 
designed to mill 100 crankshafts 
per hour, one operator at each 
machine. 

Movements consist of bring- 





ing the cutter spindles in ver- 
tically and moving the table 
horizontally. These are con- 
trolled by drum cams mounted 
within each of the housings 
carrying the cutter spindle bear- 
ings. The reason for the two 
movements is to secure a square 
cut to close limits on each of 
the six locating surfaces. 


Milling and Die-Sinking 
Machine, 3VS 


Reed-Prentice Co., Worcester, 
Mass. (Vo1l.79,p.378.) 


The 3VS vertical milling and 
die-sinking machine is designed 
especially for rubber mold and 
metal pattern work. It is 
equipped for hand longitudinal 
and cross feeds. Ends of the 
table are slotted for clamping 
extra long plates. Specifica- 
tions: Longitudinal feed, 27 in.; 
cross feed, 20 in.; vertical feed 
of knee, 16 in. 
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Die-Sinking Machine, 
Automatic 
Keller Division, Pratt oC 


Whitney Co., 
(Vol.79,p.408. ) 


As a result of changes in 
automobile bodies and the sub- 
sequent necessity for large dies, 
the BG-3 machine is designed 
to cut an impression 12 ft. long 
by 6 ft. high by 30 in. deep 
without resetting of the die 
block. The machine is 32 ft. 
5 in. long, 19 ft. 3 in. wide, 21 


Hartford, Conn. 





ft. 1 in. high and weighs 154,000 
lb. It may be used for two- 
dimension work, as in profiling, 
or for three-dimension cutting 
of solid forms, In either type 
of operation an electric tracer, 
mounted on a bracket over the 
milling cutter, passes over a 
master form bolted above the 
work on the fixture-upright, and 
the cutter duplicates the tracer 
path precisely. The tracer con- 
trols a_ series of: magnetic 
clutches which actuate the vari- 
ous motions of the machine. 
Speed changes range from 10 
to 800 r.p.m. Horizontal and 
vertical travel of the head 
ranges from 1% to 100 in. per 
min, 


Milling Machine, 
Planetary, Double-Head 


Hall Planetary Co., Philadel- 
phia, Pa. (Vol.79,p.306.) 


The two head assemblies of 
this double-head planetary mill- 
ing or planetary threading ma- 
chine are fixed to the bed, but 
both eccentric bearing assem- 
blies can move toward the cen- 
ter to bring them into the work 
ing position, Actuation of the 
two eccentric bearing assemblies 
is effected by means of a hand 
lever that operates bell cranks 
by means of a toggle. Move- 
ment of the spindles is positive 
because of the toggle action. 
The position of each spindle can 
be separately adjusted. 














Milling Machine, 
Planer-Type, All-Electric 


Ingersoll Milling Machine 
Co., Rockford, Ill. (Vol.79, 
p.630.) 


A planer-type milling machine 
114 it. wide, 10 ft. high, and 
with a 40-ft. working surface 
and with completely electrical 
control, uses both cast iron and 
welded structural steel units. 

An electric pushbutton con- 
trol system connected to vari- 
able-speed d.c. motors relieves 
the operator of practically all 
physical effort and enables him 
to keep the machine working 
at close to its maximum limits 
as shown by the meters. No 
one has ever gone so far before 
in developing so elaborate a 
control system, and one which 
eliminates all clutches except 
one. That one is used simply 
for transferring control from 
the rail to the right-hand verti- 
cal head. The contractors and 
relays are standard rolling-mill 
control units designed for con- 
siderably more severe service 
than they are likely to en- 
counter in this installation. 

The drive to the table has a 
20-in. helical gear on the shaft 
from the feed box driving a 
30-in. worm through teeth cut 
in its perimeter. This “porcu- 
pine” worm engages a segmen- 
tal rack on the bottom of the 
40 ft. table. The arrangement 
eliminates long leadscrews and 
shafts. 

The various motions of the 
machine can be_ controlled 
either from the panel on the 
cabinet or from the pendant. 
Each head is driven by a 2-to-1 
variable-speed d.c. motor rated 
at 20 hp. Each of the four heads 
can be operated independently. 


Jig-Boring Attachment 


Production Machinery Sales 
Co., 4845 St. Aubin Ave., De- 
troit, Mich. (Vol.79,p.336.) 


This attachment is arranged 
to fasten to the column of the 
milling machine and overarm. 
4 main gear drives the boring 
spindle through bevel and spiral 
gears. Movements of the travel- 
ing spindle are two, radially in 
the slide which in turn has a 
circular movement imparted by 








a series of worms and gears, so 
that any angle to the second can 
be obtained. 


Milling Attachment, 
High-Speed 
Dalrae Tools Co., Syracuse 


Bldg., Syracuse, N. Y. (Vol. 
79,p.441.) 


For use on milling machines 
and horizontal boring mills, this 
attachment swivels in four di- 
rections and mills at any angle. 
May be equipped with either a 
3- or 3-hp. motor. The 34-hp. 
attachment produces speeds of 





500 to 4,000 r.p.m. and has a 
capacity to mill with cutters 
from ye to ¥ in. diameter in 
steel; the 4-hp. attachment pro- 
duces speeds of 350 to 3,000 
r.p.m. and has a capacity to 
mill with cutters from 4 to § in. 
diameter in steel. 


Milling, Drilling and 
Boring Attachment 


Bridgeport Pattern & Model 
Works, 42 Remer St., Bridge- 
port, Conn, (Vol.79,p.809.) 


Operations can be performed 
at all angles without changing 
the set-up of the work. This 
attachment is adapted to all 
types of milling machines, in- 
cluding the rectangular overarm 
style, and was developed chiefly 
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for die-sinking, jig and fixture, 
and general toolroom use, but 
may also be adapted to a variety 
of manufacturing jobs. Spindle 
speeds from 275 to 4,250 r.p.m. 
give the attachment a _ wide 
range. Quill travel is 34 in. 


Milling Attachment, 
Universal 


Cincinnati Milling Machine & 
Cincinnati Grinders, Inc., Cin- 


cinnati, Ohio. (Vol.79,p.442.) 


The motor-driven universal 
milling attachment is built into 
the machine overarm and re- 
places the standard overarm. 
It does not interfere with the 
normal use of the overarm and 
arbor support. A 1-hp. motor 
is connected to the speedbox by 
means of a flexible coupling. 
Nine speed changes from 100 
to 1,030 r.p.m. are obtained 
through sliding gears. The 
flexibility of the attachment may 
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be increased by the addition of 
an auxiliary hand-speed quill 
device. 


Table, Tilting, Rotary 


Pratt & Whitney Co., Hart- 
ford, Conn. (Vol.79,p.777.) 


This table, used in connection 
with the P & W No. 1A jig 
borer, is for precision boring of 
holes at exact angles as well as 
for boring work of a circular 
nature which is most easily laid 
out using polar coordinates. The 
scraped surface is 10 in. in 
diameter and contains standard 
work-holding T-slots and an ac- 
curate hole in the center for 
locating work. Outer edge of 
the table is graduated in de- 
grees for approximate indexing. 
For exact setting a slow motion 
handwheel is engaged by a 
clutch knob. The large gradu- 
ated dial and its vernier make 
possible accurate indexing to 
two seconds. 

The entire table is hinged at 
one side and can be tilted to any 
angle from zero to 90 deg. 
Graduations and a vernier pro- 
vide for accurate setting to one 
minute. 








PLANERS AND SHAPERS 





Planer, Openside, 
Electrified 


Wm. Sellers & Co., 1600 
Hamilton St., Philadelphia, Pa. 
( Vol.79,p.334.) 


An advanced design for open- 
side planers of 60 in. size and 
larger has individual motor 
drives and automatic electrical 
control devices that have 
made possible considerable ad- 
vances in simplicity, accessibility, 
safety, convenience of operation 
and appearance. Simplicity is 
gained by the use of individual 
motors for each head, the platen, 
rail elevating, clamp and lubri- 
cating pump drives. All control 
is by means of built-in push but- 
tons and switches. 

Drive from the motor to tne 
table is by the company’s spiral 
pinion, rack and one pair of 
helical gears. The driving motor, 
rated at 100 hp. at 40 ft. per 
minute and above, has a 10 to 1 
speed range and provides cut- 


ting speeds of 20 to 200 ft. per 
min. This  wide-speed-range 
motor is desirable for use of 
tungsten carbide or high-speed 
cutting tools. 

The rail and side heads are 
all of the same size and of 
heavy pattern. All heads are 
equipped with electrically oper- 











































ated tool lifters built into the 
slides. 

One of the novel features of 
this machine is the simplifica- 
tion of the feed and traverse 
mechanism by means of elec- 
trical apparatus. Each head has 
its own motor which provides 
both feed and traverse. The 
electrical parts include the 
Westinghouse measuring relay, 
two magnetic clutches, two ele- 
vator car switches for feed and 
the necessary push buttons for 
traverse. Stroke limit switches 
for automatic control of the 
reciprocation of the platen 
makes it possible to operate the 
platen at high speeds. 


Planer, Milling 


G. A. Gray Co., Cincinnati, 
Ohio. (Vol.79,p.652. ) 


Combining the speed of a mill- 
ing machine with the accuracy 
and simplicity of tooling of a 
planer, the milling planer is a 
tool of great flexibility and gen- 
eral adaptability. Without 
changing the setting of the job, 
planing, milling, boring or drill- 
ing may be done. When equipped 
with duplex tables, a job can 
be set up on one section of the 
table while machining another 
job on the other, or both tables 
can be used at one time for 
extra long work. This milling 
planer is built both in the open- 





side and double-housing types 
with any number and combina- 


tion of milling and _ planing 
heads. 

Milling heads are individual 
units, each driven by its own 
motor. On some kinds of work 
the heads may carry different 
size cutters. The milling heads 
are built in sizes ranging from 
74 to 50 hp. Eighteen single 
speeds from 10 to 500 r.p.m. are 
afforded. Rail milling heads 
may be furnished either swivel- 
ing or non-swiveling. 

Either planing side heads or 
milling heads, or combination 





planing and milling side heads, 
can be furnished. The milling 
side heads or combination heads 
may be either of the quill or 
bar type. The quill-type side 
head regularly affords 10 in. 
axial spindle feed and has 18 
changes of speed. The length 
of axial bar feed is usually 24 or 
30 in. 

The standard milling feeds 
for the table, rail heads and side 
heads are from 1 to 60 in. per 
min. Standard range of power 
down feed and up feed of rail 
heads is 3 to 15 in., and in-and- 
out feeds to side heads are from 
4 to 7% in. 


Shaper, Crank, 12-In. 


Hendey Machine Co., Tor- 
rington, Conn. (Vol.79,p.188.) 


The 12-in. crank shaper is a 
high-speed cutting tool. On a 
6-in. stroke it has a maximum 
cutting speed of 182 ft. per min., 
and on a 12-in. stroke a high 
cutting speed of 120 ft. per min. 
through the use of light weight 
alloy material. For forming tool 





cuts and other work of heavy 
duty there is also an ample 
range of slower speeds, the 
minimum being 23 ft. per min. 
on 12-in. stroke and 45 ft. per 
min, on 2-in. stroke. 


Shaper, Auto-Oiled 


American Tool Works Co., 
Cincinnati, Ohio. (Vol.79,p.651.) 


The “Auto-Oiled” 16- and 
36-in. shapers will cut 0.60 car- 
bon die-block steel at the rate 
of 8.2 cu.in. or 24 lb. per min. 
They will use full capacity of 
a 15-hp. motor. There are eight 
cutting speeds for the ram. All 
moving parts are constantly 
flooded with filtered oil in such 
volume as to carry away bear- 
ing heat and foreign matter. A 
plunger pump forces the oil 
through an oil filter. 
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Shaper, Toolroom 


Gould & Eberhardt, Newark, 
N. J. (Vol.79,p.680. ) 


This 14-in. plain toolroom uni- 
versal shaper is arranged with 
a swiveling table having a tilt- 
ing top. Range of strokes is 


from 12 to 165 and 15 to 200 
per min., depending on the style 





and size of machine. Automatic 
crossfeed to the table is operated 
by a cam synchronized with the 
return stroke of the ram. Six- 
teen changes of feed from 0.0006 
to 0.100 are available. 


Shapers, High-Speed 


Cincinnati Shaper Co., Cin- 
cinnati, Ohio. (Vol.79,p.692. ) 


A higher speed range up to 
200 strokes per min. charac- 
terizes the 16-in. high-speed 
shaper, and an extremely heavy 
cutting capacity is the outstand- 
ing feature of the 24-in. heavy- 





30th of these 


machine. 
shapers have the built-in power 


duty 


rapid traverse, multiple cam 
feeds, and automatic oiling. 
Special high-speed automatic 
tool heads allow use of tungsten 
carbide tools. 


Shaper, Heavy-Duty 


Ohio Machine Tool Co., Ken- 
ton, Ohio. (Vol.79,p.638. ) 


Of attachments designed for 
special machining operations one 
is a circular power feed to the 
head, commonly known as a con- 
cave attachment, and a circular 
table complete with hand and 
power feed, mounted on the reg- 
ular table of the machine. The 
device also has a circular hand 
feed. 

A convex attachment is 
formed by mounting this same 
table and feed mechanism on the 








Tilting top on table 


apron after removing the regu- 
lar table. 

A tilting top for the regular 
table requires no dismantling of 
the machine. It is mounted on 
the regular table. Minimum in- 
clination, 20 deg. 


Grinding Attachment for 
Thiel Shaper 

Marburg Bros., Inc., 
St., New York, N. Y. 
p.634. ) 


90 West 
(Vol.79, 


A device which allows the 
grinding of hardened punches 
and which is used in connection 
with the Thiel vertical punch 














and form shaper enlarges the 
scope of the work which can be 
handled. It takes the place of 
the tool or toolholder regularly 
used. 


Vise Attachment, Shaper 


National Machine Tool Co., 
Racine, Wis. (Vol.79,p.342.) 


The “Handy” shaper vise at- 
tachment permits changing from 
end-shaping to ordinary shaping 
without changing the position of 











106 


vise, or raising and lowering 
of the main table. The vise is 
made in two models having jaw 
openings of 6 in. for 16 to 20 
in. shapers, and 8 in. for 24- 


in. stroke shapers. A complete 
shaper vise provides the same 
facilities as the attachment 
shown, but consists of two vises 
at right angles. 





PRESSES 





Press, No. A-5 


Niagara Machine & Tool 
Works, Buffalo, N. Y. (Vol.79, 
p.221.) 


The No. A-5 is equipped with 
a six-point engagement pin 
clutch providing more prompt 
engagement, more strokes per 
minute and safer operation. A 
safety stop prevents repeating. 





A “Breech Block” type of die 
clamp is used. The large di- 
ameter backshaft, with its bear- 
ings, is mounted in a _ heavy 
tubular casing. 


Press, Inclinable, 


No. A-134 
Niagara Machine & Tool 
Works, Buffalo, N. Y. (Vol. 


79,p.803. ) 


_ In the No. A-1} press there 
is used a one-piece, high-tensile, 


cast-iron frame. This press is 
equipped with the Niagara 
fourteen - point engagement 


sleeve clutch. A positive lock- 


-———-- 














ing device is built in the throw- 
out to prevent accidental en- 
gagement. The slide is equipped 
with the Niagara “Breech 
Block” die clamp. 


Press, Inclinable 


Zeh & Hahnemann Co., 182- 
200 Vanderpool St., Newark, 
N. J. (Vol.79,p.344. ) 


The main features are the 
slide with round shank hole and 
one-half round clamping cap. 
Others are a non-repeat clutch, 





full- 
in- 
loop 


web-type _ self-lubricating 
bearing flywheels, 40 deg. 
clination, treadle-operated 
guard and treadle guard. 


Press, Inclinable, 
No. 5-1/2R 


Rockford Iron Works, Rock- 
ford, Ill. (Vol.79,p.902.) 


Improvements incorporated in 
the No. 54R inclinable open-back 
punch press include a locking 
device consisting of a split plug 
and draw bolt to lock the ad- 
justing screw to the connecting 
rod. An alloy crankshaft is used. 


The press capacity is 5 tons. 





Presses, Straight-Sided, 
Automatic-Feed 


Henry & Wright Mfg. Co., 
Hartford, Conn. (Vol.79,p.249. ) 


straight-sided, 
are ar- 
automatic 


Single-geared, 
welded-steel presses 
ranged with an 


double-row feed and scrap cut- 
ters. The jaw clutch has three 
driving 


simultaneous points. 





Striking faces are hardened 
steel inserts. A spring counter- 
balanced slide, a releasing brake, 
together with single and con- 
tinuous operating treadles, are 
standard equipment. 

The press illustrated has a 
6-in. stroke and is single geared 
to operate at 60 strokes per min. 


Press, Welded-Steel 


Cleveland Punch & 
Works Co., Cleveland, 
(Vol.79,p.380. ) 


Shear 
Ohio. 


Illustrated is one of the larg- 
est size forming presses which 
is used for body panels. The 
press weighs approximately 
225,000 lb. and is 30 ft. high, 
having a capacity of 500 tons 
pressure at the beginning of the 
draw. It is of the four-point 
suspension type. Housings are 
constructed of standard rolled 
shapes and flat plates electrically 
welded. The press has a speed 
of 8 strokes per min. The bed 
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measures 80x124 in., the open- 
ing in the bed being 60x118 in. 
Stroke, 24 in.; maximum die 
height, 56 in. 


Press, Straight-Sided 


Toledo Machine & Tool Co., 
Toledo, Ohio. (Vol.79,p.540.) 


Toledo has redesigned its 
presses to smooth out contours 
and to eliminate dust pockets. 
Frame members are alloy cast- 
ings. The press is equipped with 

















a mechanically controlled, self- 
adjusting pneumatic friction 
clutch. The fast action of this 
clutch permits considerable in- 
crease in the production rate. 


Press, High-Speed 


E. W. Bliss Co., 1420 Hast- 
mgs St., Toledo, Ohio. (Vol. 
79,p.540. ) 


The press has a width between 
housings of 48 in., adapting it 
to the use of follow dies of con- 
siderable length. It is regularly 
rated from 45 to 65 tons. A 
multiple-speed drive makes 














available operating speeds up to 
250 or 300 strokes per min. for 
the non-geared machine, and up 
to 150 to 175 strokes per min. 


for the longer-stroke geared 
machine. 

Equipment includes: high- 
speed double-roll feeds, scrap 


shear with blade clearance ad- 
justment, spring counterbalance 
for the slide, automatic force- 
feed lubrication and a_ foot- 
controlled starting mechanism. 






































Press, Trimming 


Cleveland Punch & 
Works Co., Cleveland, 
( Vol.79,p.635.) 


Trimming presses known as 
OF are designed for upsetting 
test pieces. The pieces are first 
cut to length on the side shear, 
then set on end under the inner 
slide and held upright by means 


Shear 
Ohio. 

















of a magnet block. The entire 
attachment is boxed in and is 
equipped with a safety door so 
that the press cannot be oper- 
ated until the door is closed. 


Press, Automatic 


Henry & Wright Mfg. Co., 
Hartford, Conn. (Vol.79,p.698.) 


An automatic-feed, high speed 
press, No. 2044-38, is an addi- 
tion to the company’s line, and 
is of welded steel construction. 
The press is equipped with auto- 
matic double roll feed of the 
same type used in the Henry & 
Wright dieing machine. Its ca- 
pacity is 80 tons; distance be- 
tween uprights, 38 in. 

















Press, Straight-Sided 


Toledo Machine & Tool Co., 
Toledo, Ohio. (Vol.79,p.872.) 


Care has been taken to obtain 
smooth lines. The crown has 
been heavily reinforced. Diam- 
eter of the tie-rods has been 

















increased. Clutch is of the air 
type mounted in the flywheel. 

This press has a 16-in. stroke 
with a 6-in. adjustment by 
power. The slide is 24x35 in., 
and is counterbalanced by two 
air cylinders. Bed area is 
50x43 in. 


Punch, Heavy-Duty, 
No. 128 


Whitney Metal Tool Co., 
Rockford, fll. (Vol.79,p.675.) 


The flywheel is at the rear of 
the machine to prevent inter- 
ference with the work. The ma- 
chine will be made in a back- 
geared type for drawing work 





as 35 


strokes as low 
Length of stroke, 1} in.; 
punch hole in ram, 1 in.; depth 
of throat, 8 in.; die space with 
stroke down, adjustment up, 4 
in.; size of bolster plate, 6x12 
in. 


with 
min. 


per 


Punch, Turret, Deep- 
Throat, Type R4-P 

Wiedemann Machine Co., 
1815-31 Sedgley Ave., Philadel- 
phia, Pa. (Vol.79,p.507.) 


Three standard throat depths, 
18, 24 and 28 in.; furnished with 
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twelve punches and dies up to 
13-in. diameter mounted in a 
revolving turret. An indexing 
device locks the revolving turret 
when the punch and die are lo- 
cated centrally under the ram. 
Punches can be easily brought 
down to a center-punched layout 
by handwheel. Clearance be- 
tween dies and strippers, 1% 
in.; strokes, 100 per min. 


Punches, Turret, 
Type R-5 


Wiedemann Machine _ Co., 
1815-31 Sedgley Ave., Philadel- 
phia, Pa. (Vol.79,p.810.) 


Type R-5 will punch 1-in. 
holes in 4$-in. mild-steel plate. 
Punch holders have an auto- 





WIEDEMANN 


PHILA PA 














matic take-up. for wear. Clear 
ance between dies and strippers, 
§ in.; stroke of machine, { in.; 


strokes per minute, 60. 


Press, Punch, 
Turret-Type 


Schatz Mfg. Co., Poughkeep- 
sie, N. Y. (Vol.79,p.872.) 


Equipped with a _ revolving 
turret containing from six to 
twelve slides or tool stations, 
the multi-tool punch press is 
made in five sizes, with pressure 
at the ram ranging from 17 to 
130 tons, and with a throat 
depth of 8? in. for the smallest 
size to 143 in. for the largest 








29, 


1936 











size. Strokes per minute range 
from 100 to 75, according to 
size. The turret is revolved by 
power. By depressing the left 
treadle, the desired tool is 
brought into working position. 
A feature of this press is the 
ability to lower the upper tool 
onto the work. 


Press, Automatic, 
High-Production 


E. W. Bliss Co., Toledo, 
Ohio, (Vol.79,p.929.) 

One of the smallest power 
machines built by the Bliss 


Company, this automatic high- 
production press is mounted on 
a pedestal of convenient height. 
It is a complete self-contained 





4-hp. 


direct-geared to a 
motor which drives the flywheel 


unit 


at a speed of 700 r.p.m. The 
automatic feature is obtained 
by a special type of roll feed 
mounted on the left end of the 
bolster. Variation in the feed, 
0 to 1 in. 

The feeding mechanism of the 
rolls is actuated by a bellcrank 
on the flywheel end of the shaft. 
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Presses, Hydraulic, 
Production 


Hydraulic 
Mt. Gilead, 
p.670. ) 


A newly improved line of hy- 
draulic presses, known as the 
“H-P-M MHydro-Power Fas- 
traverse” has press movements 
controlled by varying the pump 
output. The pump is of the 
high-speed, rotary, radial-plun- 
ger type with variable reversal 
stroke. Automatic or  semi- 
automatic operation can be se- 
cured. 

Two types of press frames 
are included in the hydro-power 
line. The open-rod type and the 
closed-upright, shrunk rod type. 
In the open-rod press the up- 
rights serve both as_ tension 
members and as guide rods for 
the moving platen. The closed 
upright on the other 


Mfg. Co., 
(Vol.79, 


Press 
Ohio. 


press, 




















Rear of open-rod press 
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hand, has tapered gib guides 
which are adjustable both front 
and back to maintain alignment 
of the ram and platen. 

H-P-M presses are available 
in standard sizes varying in 12 
in, increments of bed areas and 
in pressure capacities from 100 
to 5,000 tons. 


Press, Broaching and 
Molding 


Greenerd Arbor Press Co., 
Nashua, N. H. (Vol.79,p.901.) 


The No. 60 hydraulic arbor 
press is particularly adaptable 
for assembly work, push or pull 
broaching, keyway cutting and 




















light plastic molding. Pressures 
obtainable are from 4 to 15 
tons on the down stroke and 
from 4 to 13 tons on the up 
stroke. Ram travels at the rate 
of 96 in. per min. under 6 tons 
pressure, and 36 in. per min. 
under 15 tons pressure. Height 


over table is 16 in., and the 
press receives diameters up to 
18 in. 





Hannifin molding press 


Press, Molding 


Hannifin Mfg. Co., 621-31 S. 
Kolmar Ave., Chicago, II. 
(Vol.79,p.570.) 


A 15 to 18-ton, air-operated 
platen press provides an advance 
stroke at 54 in. at 5,000-lb. 
pressure, and a pressing stroke 
at 14 in. at 30,000-lb. pressure. 
Both hot and cold molding, rub- 
ber molding and several types 
of special molding, operations 
are being performed on_ this 
press. 


Press, Straightening, 
Hydraulic 


White & Coa., 
(Vol.79,p.475.) 


Williams, 
Moline, Ill. 


A 750-ton straightening press 
for large malleable castings is a 
self-contained press of the 
rigid-frame type, with tie-rods 
shrunk in place. An adjustable 
time delay is furnished to change 
the length of dwell under high 





before 


pressure the automatic 
reversal of the ram. Rapid 
traverse of the slide to and from 
the work is accomplished by 
kicker cylinders. The press is 
capable of 12 strokes per min. 


Press, Straightening, 
Sensitive 


Hannifin Mfg. Co., 621-31 S. 
Kolmar Ave., Chicago, Iii. 
(Vol.79,p.542. ) 


A 35-ton hydraulic press de- 
signed for straightening opera- 
tions on axle shafts, crankshafts 
and similar work has been de- 
veloped. A single lever controls 
the entire operation of the ram, 


with a sensitive proportional 
control action. The ram stroke 
is 6 in. Speeds are: power 


stroke, 53 in. per min.; return 
stroke, 77 in. per min. Dimen- 
are: table to ram (up) 
20 in.; center of ram to face of 
frame, 9 in.; length of table, 
70 in, 


sions 
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Hannifin straightening press 


Press, Straightening, 
Hydraulic 
Denison Engineering Co., 
Delaware, Ohio. (Vol.79,p.838.) 
This press is equipped with 
a welded steel frame. Motor- 
driven hydraulic pump, relief 





valves, bypasses and _ other 
auxiliaries are mounted directly 
on the top of the frame. Ca- 
pacity, 100 tons. 


Press, Special, Ball-Cap 


V. & O. Press Co., Hudson, 
N. Y. (Vol.79,p.539.) 


A machine, designated as the 
No. 41, for the production of 
the tube containers with a ball 
top, is built on the dial principle 
of assembling machines. It 
completes the four operations 
necessary to install the bakelite 
ball cap in one revolution of the 
table. The tube is conveyed to 












































the tools, a gasket is punched 
and inserted, and the bakelite 
ball inserted and the tube in- 
dented to hold the ball. Pro- 
duction, 50 assemblies per min. 


Dieing Machine, 50-Ton 


Henry & Wright Mfg. Co., 
Hartford, Conn. (Vol.79,p.698. ) 


The precision double roll feed 
will handle material up to 12 
in. in width, with a maximum 
feed pitch of 88 in. 


The scrap 

















cutter automatically cuts ma- 
terial into lengths equal to the 
feed pitch. An automatic motor- 
driven, cradle-type stock reel is 
also in the list of new products. 


Press, Notching, No. 410 


V. & O. Press Co., Hudson, 
N. ¥. (Vol.79,p.643.) 


Disk sizes that can be notched 
range from 3 to 20 in. in di- 
ameter, with a maximum of 120 
notches. The press will operate 
at speeds up to 650 strokes per 
min. and is equipped with a New 





Departure variable-speed trans- 


mission. Disks are carried on 
a friction-driven, positive-lock- 
ing mechanism which is adjust- 
able in and out for various 
diameters of laminations. 


Die-Set Machine, 
Universal 


Lacey Mfg. Co., Bridgeport, 
Conn. (Vol.79,p.509.) 


The housing or yoke carries 
a rack and pinion which is op- 
erated by means of a handwheel. 
T-slots for clamping the die 
shoe in position are formed in 
the ribbed table. A clamping 
device holds the punch holder 
shank in the rack. Shearing-in 
small punches can be done. 





Die-set testing machine 


Feeding and 
Straightening Machine 


F. J. Littell Machine Co., 
4127 Ravenswood Ave., Chi- 
cago, Ill. (Vol.79,p.633.) 


Practically all large blanks 
have previously been cut from 
sheets cut to length, but by us- 
ing coiled stock a saving in the 
cost of blanks can be obtained. 
This motor-driven feeding and 
straightening machine is 














equipped with a reel for feeding 
wide stock. Any length of feed 


can be obtained. When the 
press cuts a blank and the 
press slide starts up, the feed 


machine automatically starts and 
feeds the stock forward the 
proper length through a five-roll 
power-driven stock straightener. 


Die Sets, Welded-Steel 


Danly Machine Specialties, 
Inc., 2110 South 52nd Ave., 
Chicago, Ill. (Vol.79,p.309.) 


These die sets are produced 
from steel plate by the torch- 
cut and welded method. Eight 
types have been selected and a 
series of standard sizes devel- 
oped, covering a wide spread of 
dimensions. The standard steel 
die sets include: Round die sets 
with back posts and in diam- 
eters from 6 to 20 in.; round 


die sets, center post, diameters, 
rectangular die 


10 to 24 in.; 
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sets, back post, 6x12 in. to 20x35 


in.; rectangular die sets, diag- 
onal post, 6x8 in. to 20x35 in.; 
rectangular die sets, center post, 
10x12 in. to 28x28 in.; rec- 
tangular die sets, center post, 
10x20 in. to 40x100 in.; four- 
post die sets, 10x12 in. to 28x28 
in., and four-post die sets, 10x30 
in. to 40x100 in. 


Clutch, Power-Press 


Niagara Machine & Tool 
Works, Buffalo, N. Y. (Vol. 
79,p.271.) 

Prolonged life, instant en- 
gagement, increased number of 
strokes per minute and added 


safety are the features provided 
by a fourteen-point-engagement, 
sleeve-type clutch. The shape 
of the fourteen engaging jaws 
provides for correct lateral ac- 
celeration of the clutch sleeve, 























positive, concentric driving grip 
and provision for absorbing 
backlash. When the clutch is 
engaged, the shaft is controlled 
in both forward and backward 
directions. The crankshaft may 
be arranged to stop at, before, 
or after the top-center position, 
by mounting the clutch sleeve 
in the corresponding radial 
position. 


Die Sets, Large 


Danly Machine Specialties, 
Inc., 2110 South 52nd Ave., Chi- 
cago, Ill. ( Vol.79,p.477.) 


The types, sizes and thickness 
combinations of these large 
standard die-sets are the results 
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of a survey conducted to de- 
termine what can be considered 
as standard in the large die-set 


field. Sizes of this line range 
from 10x18 in. to 46x100 in., 
available in all-steel or semi- 
steel. 
Dies, Perforating, 
Adjustable 

S. B. Whistler & Sons, Inc., 
752-4 Military Rd., Buffalo, 


NW. ¥. 

The company is offering a 
12x12 in. working surface die 
set with 35 various sizes of 
punches and dies, gages, 20 
stripping units and a case for 


(Vol.79,p.938. ) 





the dies and units not in use, 
including five punch and die re- 
tainers. The center distance can 
be set as close as 1% in. It is 
possible to punch up to and in- 
cluding 4 in. stock. 


Punches, Multi-Unit, 
**Semco”’ 


Machine Co., Eliza- 


( Vol.79,p.62. ) 


Ser vice 


beth, N. J. 


“Multi-Unit” punches are de- 
signed for use in presses or 
press brakes in place of the 
usual multiple-punching attach- 





Th 


an be clamped on 
any centers without the neces- 
sity for realigning each indi- 
vidual punch and die. Depths 
of throat provided are 4 and 6 
In 


ment. 


Reel and Roll! Feed, 


Punch-Press 
F. J. Littell Machine Co., 
4127 Ravenswood Ave., Chi- 


Ill. (Vol.79,p.379.) 


A No. 0 reel with automatic 
brake is designed to hold coils 
of stock weighing up to 100 Ib. 
When fitted with arms, the No. 
0 reel will handle coils 9 in. 
inside diameter, 32 in. outside 
diameter, 34 in. wide. 

The roll feed handles stock 
up to 16 in. wide and feeds up 
to 36 in. per stroke of press, 


cago, 











at a speed of 92 strokes per 
min. A power-driven reel un- 
winds a loop of stock, and thus 
avoids the necessity of the roll 
feed pulling the stock directly 
from the coil, as it pulls from 
the loop only. 


Reel, Motor-Driven 


Henry & Wright Mfg. Co., 
Hartford, Conn. (Vol.79,p.698. ) 


The geared motor drive is 
controlled by a mercury switch 
actuated by a balanced arm 
resting upon the material be- 
tween the coil and the roll feed 
of the press. This control stops 

















the motor before material 
touches the floor, and starts the 
motor before the material is 
pulled tight between the press 
and the coil. This obviates back 
pull against the roll feed of the 
machine. 








Reel Stand, Coil-Stock 


Wittek Co., Chicago, IIL. 
(Vol.79,p.777. ) 


This automatic self-centering 
reel is equipped with four auto- 
matically expanding coil holders 
which slide up or down on the 
radial arms by means of auxili- 
ary threaded shafts. The shafts 
are rotated by gears, actuated 
by rotating the reel to the right 
or left with the gears in mesh. 
The four coil holders are always 
equally distant from the center. 
Reel will hold coils up to 500 
lb. in weight and from 9 to 28 
in. Open center. 


Safety Device, 
Punch-Press 


David J. Ross Co., Benton 
Harbor, Mich. (Vol.79,p.771.) 


The “Rouselle” safety device 
is adaptable to practically all 
sizes and makes of hand-oper- 
ated punch presses. It consists 
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of a bar, a one-piece housing, 
an operating lever and a spring. 
A touch on the safety lever with 
the left hand, when the press is 
tripped by the right, releases the 
punch press lever. Both hands 
must be in use every time the 
press is tripped. 





SHEARING 


MACHINES 





Shear for 10-Gage 
Material 


Cincinnati Shaper Co., Cin- 
cinnati, Ohio. (Vol.79,p.279.) 


This series of machines, 
smaller than built heretofore, 
has a capacity for shearing 10- 
gage steel in 8, 10 and 12 ft. 
lengths. Hydraulic hold-downs, 
with plungers spaced at 12 in. 
centers, develop a pressure of 
approximately 2,000 Ib. each. 
The five-jaw clutch is totally 





inclosed and runs under oil. In 
addition, a friction slip or 
clutch is provided for the fly- 
wheel rim as overload protec- 
tion. The characteristic fea- 
tures of this shear are the low 
rake of the knives, 1% in. to the 
foot, the four-edge solid knives, 
and a speed of 60 strokes a 
minute. 


Shear, Squaring 
and Slitting 


Cincinnati Shaper Co., Cincin- 
nati, Ohio. (Vol.79,p.692.) 


A high-speed squaring and 
slitting shear with a capacity 
of s in. by 96 in. has hydraulic 
hold-downs, worm and worm 





wheel drive, and automatic oil- 
ing. To these have been added 
the tilting of the upper knife 
bar, graduated stainless steel 
scales to the table, and auto- 
matic gaging front and rear. 


Shears, Foot-Operated, 
Series F 


Niagara Machine & Tool 
Works, Buffalo, N. Y. (Vol. 
79,p.933.) 


Series F foot-operated squar- 
ing shears have a steel hold- 
down which is operated manu- 
ally by self-locking eccentrics 
and exerts heavy pressure on 
the sheet. On the 96- and the 
120-in. shears, a parallel-screw 
adjustable back gage is fur- 
nished. They are available in 











cutting lengths from 36 to 72 
in. for 16 gage. For 18 gage, 
8 ft. and 10 ft. cutting lengths 
are also made. 


Nibbling Machine, 
No. 109 


W. J. Savage Co., Knoxville, 
Tenn. (Vol.79,p.345.) 


The No. 109 nibbler has a 
capacity of 4 in. in mild steels, 
and yx in. in tough alloy steels, 
and is designed for both templet 





and line cutting. Specifications : 
throat depth, 9 in.; feed, 36 to 
60 in. per min.; net weight, 125 
Ib 


‘Adjustable tools and dies, re- 
volving head and adjustable 
ram bushing are other features. 


Nibbling Machine, 
Turrett-Head 


Gray Machine Co., Box 596, 
Philadelphia, Pa. (Vol.79, 
p.743.) 


The machine is available in 
two sizes, one an 18-in. throat, 
}-in. capacity, the other 24-in. 
throat, ¥s-in. capacity. A fea- 
ture of this machine is the over- 
coming of lost motion in the 














strippers, doing away with 
chatter and vibration and en- 
abling the operator to follow 
layouts more easily. This im- 
provement consists of a weighted 
screw, adjustable so that the 
weight can be kept just past the 
center when the screw is tight 
against the shank of the strip- 
pers. The turret head operates 
in either direction at 180 deg. 
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THREADING 


MACHINES 





Threading Machine, 
No. 12 


Geometric Tool Co., New 
Haven, Conn. (Vol.79,p.673.) 


While the No. 12 threading 
machine is a hand-operated ma- 
chine for general-purpose work, 
it can be used for rapid pro- 
duction. It may be equipped 
with or without a leadscrew. 
The spindle carrying the die- 


Threading Machine, 
Model 35 


Acme Machinery Co., Cleve- 
land, Ohio. (Vol.79,p.734.) 


Featuring motor drive 
through V-belt, the Model 35 
provides eight speed changes in 
geometric progression. Various 


pitches are obtained through 
pick-off’ gears. An Acme tan- 
gent diehead is furnished as 











eee asl 





head advances onto the work 
which is held stationary. Travel 
of the spindle is 5 in. Capacity, 
+ to 1 in. straight threads, 8 
threads per in. or finer; 4 in. 
to # in. standard pipe threads. 


Threading Machine, 
Model 2 


Eastern Machine Screw 
Corp., New Haven, Conn. (Vol. 
79,p.687. ) 


The Model 2 “H&G” threader 
supplements the standard ma- 
chine. It is capable of handling 
larger work and the bed pro- 
vides much larger chip space. 














Various types of tail stocks or 
slides may be used to accommo- 
date various types of second op- 
eration or chucking work. Clear- 


ance on the machine is suf- 
ficient for the dieheads up to 
2 in. capacity. 














standard equipment for produc- 
tion work up to 2 in. in di- 
ameter. Two hand wheels are 
furnished on machines equipped 
with leadscrew attachments. One 
adjusts for correct diameter, the 
other for adjustment during 
roughing. z 


Bolt Machine, No. 922 


Oster-Williams, 2057 E. 61st 
Pl., Cleveland, Ohio. (Vol.79, 
p.738. ) 


Covering all sizes from 4 to 
23 in. at spindle speeds ranging 
from 32 to 196 r.p.m., the No. 
922 bolt machine is built in 
single- and double-spindle types. 
The spindle bore of 334 in. and 





a vise adaptable to many dif- 
ferent types of work holders, 
gives it possibilities for work 
of special nature. The double- 
spindle machine is equipped with 
a mechanical reverse on one 
spindle, so that both right- and 
left-hand threads can be cut 
simultaneously. 


Threading Machines, 
Pipe, Nos. 512 and 521 


Oster-Williams, 2057 E. 61st 
Pl., Cleveland, Ohio. (Vol.79, 
p.692. ) 


Increased capacity now makes 
the No. 512 capable of covering 
all sizes of pipe from % in. to 








2 in., and the machine is built 
with a rack and pinion feed for 
the die-head carriage as well as 


a thread length indicator. The 
No. 521 machine for bolt 
threading up to 14 in. has a 
rack and pinion feed for the 
carriage. 


Threading Machine, Pipe 


Hall Planetary Co., Philadel- 
phia, Pa. (Vol.79,p.744.) 


This pipe threading machine 
was designed to mill threads on 
pipes to a guaranteed accuracy 
of 0.0005 in. for lead over the 
whole length of the thread, and 
to mill the taper within the same 





limits in the length of the 
thread, which is 33/8 in. long, 
2 to 18 in. diameter. Cutters are 
of the patented button type. A 
4-ton check is designed not to 
distort the pipe. 


Tapping Machine, Bench 


Rickert-Shafer Co., Erie, Pa. 
(Vol.79,p.310.) 


The machine is furnished com- 
plete with motor, belt, switch 
and 6 ft. of cord in capacities of 
fs and ¥% in. in steel. 





Tapping Machine, 
“*Marvel” 


Armstrong-Blum Mfg. Co., 
357 N. Francisco Ave., Chicago, 


Ill, (Vol.79,p.478.) 


The “Marvel” has a capacity 
range from fine thread No. 0 to 
4 in. U.S.S. taps in steel. The 
sliding table provides microm- 
eter screw adjustment for depth 
and simplifies holding of fix- 
tures. The machine is made in 
both bench and floor types. 





Timing Attachment, 
Threading-Machine 


Landis Machine Co., Waynes- 
boro, Pa. (Vol.79,p.306.) 


For use on the “Landmaco” 
threading machines, this timing 
attachment is for threading re- 
duced-body staybolts with a 
continuous-pitch thread on both 


ends. It consists of a bracket 
attached to the carriage end 
cover and with positions for 





holding the gage bracket for 
various lengths of staybolts. The 
gage arm is pivoted in the gage 
bracket. The timing  attach- 
ment gage is made in the form 
of an insert held in the gage 
arm. This permits making lat- 
eral adjustment if desired. It 
also permits the use of various 
gages of different thread forms. 


Thread Milling 
Equipment 


Waltham Machine Works, 
Waltham, Mass. (Vol.79,p.633. ) 


the 
ma- 


equipment for 
thread milling 


Special 
company’s 


chine is offered to adapt it for 
purposes. 


manufacturing Two 
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motors eliminate the universal 
joint and connecting gearing by 
which the cutter spindle was 
driven from the constant-speed 
shaft. A multiple cutter 1 in. 
wide can be used. 

The leadscrew has been re- 
moved and a camshaft substi- 
tuted. This makes the machine 
more nearly automatic for mul- 
tiple-cutter work. Another cut- 
ter head for use of a single 
cutter swivels to the required 
helix angle. 
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Work Aligning and 
Indexing Fixture 


Landis Machine Co., Waynes- 
boro, Pa. ( Vol.79,p.839. ) 


Designed for threading parts 
which have a thread on each 


end, and which require align- 
ment and concentricity of both 
threads, the fixture for use on 
threading 


Landmaco machines 








indexes automatically so that 
both ends can be threaded with 
one gripping. The application 
illustrated was used for thread- 
ing automobile tie-rods, but the 
set-up may be adapted to other 
work of a similar nature. 


Threading Attachment, 
Work-Holding 


Landis Machine Co., Waynes- 
boro, Pa. (Vol.79,p.743.) 


The illustration shows an at- 
tachment used on the Land- 
maco threading machine §ar- 
ranged for holding automobile 
clutch gears for the threading 
operation. 

On this particular job it was 
necessary that the thread be 
concentric with the gear. The 
arrangement included a_ live 
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center supported in the diehead. 
The gear is clamped for the 
threading operation, placed by 
hand over the mandrel and 
driven by lugs on the mandrel 


engaging with the internal gear. 

Extending slightly beyond the 
face of the diehead, the live cen- 
ter is placed under spring pres- 
sure so that as the operator 


moves the carriage forward ip 
order to bring the gear to be 
threaded adjacent to the chas- 
ers, the center moves back into 
the bore of the head. 





WELDING MACHINES AND 


EQUIPMENT 





Welding Machine, 
Projection 

American Electric Fusion 
Corp., 2610 Diversey Ave., Chi- 
cago, Ill. (Vol.79,p.280.) 


The machine weighs in ex- 
cess of 14,000 lb., has a base 
52x52 in., and is 88 in. high. 


It is capable of welding simul- 





taneously 20 spots distributed 
over a space of 36 in. in length. 
Output of the machine is 1,200 
complete welds per min. 


Welding Machine, Seam 


Thomson-Gibb Electric Weld- 
ing Co., Lynn, Mass. (Vol.79, 


This resistance welder simpli- 
fies the welding together of ex- 
tremely wide sheets of metal. 
This welder employs two travel- 





The entire 
unit consisting of the trans- 
former secondary and welding 
wheel travels the length of the 
seam propelled by hydraulic 
means. 


ing welding rolls. 


Welding Machine, 
Spot, Portable 


Thomson-Gibb Electric Weld- 
ing Co., Lynn, Mass. (Vol.79, 


A mobile welding machine 
consists of a welding gun, which 
is operated by pushbutton 
switch, and a portable steel cab- 
inet which contains all the 
transforming, regulating, con- 





tacting and timing apparatus. It 
is particularly adapted to as- 
sembly line production or to 
work which is fabricated in 
jigs. Welds take only 1/20 to 
1/3 of a second. The unit illus- 
trated can weld clean metal up 
to 16 gage, and the gun can be 
fitted with yokes having throat 
depths up to 12 in. 


Welding Machine, Spot 


Eisler Engineering Co., 740 
S. 13th St., Newark, N. J. 
( Vol.79,p.337. ) 


Air pressure is utilized for 
closing the electrodes upon the 
work in this welder. Available 





in sizes from 5 to 75-kva. and 
capable of welding metals up to 
0.750 in. in thickness. 


Welding Machine, 
Cable-End 


Eisler Engrg. Co., 740 S. 13th 


St., Newark, N. J. (Vol.79, 
p.741.) 
Flexible cable may be cut 


apart or two pieces joined and 
trimmed without unraveling on 
this combination cutting, weld- 




















ing and trimming machine. It 
is equipped with a special an- 
nealing device. Application of 
current welds the strands to- 
gether and finally severs the 
cable. The strands will not then 
unravel. 


Welding Machine, Stud 


Thomson-Gibb Electric Weld- 
ing Co., Lynn, Mass. (Vol.79, 
p.254.) 


This resistance welding ma- 
chine provides a way to manu- 
facture on a mass production 
scale, parts that now require 
slow and expensive casting. For 
example, the machine welds 
studs to the circumference of 
pipe. Operation is entirely auto- 





into 


loaded 
the hoppers at the top of the 
machine from which they pass 
down into the magazine below 
and feed into position for multi- 


matic. Studs are 


ple-indexing electrodes. Each 
pair of studs is attached at the 
same time by a series weld. 

Alignment and spacing are 
controlled by the indexing fix- 
tures and the entire operation 
is performed at high speed. 



































Cutting Machine, 
Flame, Pipe 

Oster-Williams, 2057 E. 61st 
Place, Cleveland, Ohio. (Vol. 
79,p.744. ) 


This cutting machine dupli- 
cates in design any pattern 


which is required in any kind 
of pipe welding job without us- 
ing cams, templets or special 





fixtures. The cutting torch is 
guided by the mechanism which 
duplicates the motion of a torch 
held in the operator’s hand. It 
will cut any size of pipe from 
24 to 12 in., making full size 
fittings of various kinds. 


Feeding Device, 
and Electrode 


Welding Wire Co., 28 Har- 
vard St., New Britain, Conn. 


(Vol.79,p.250.) 


The use of “Woven Welding 
Wire” and electrode contactor 
apparatus allows full automatic 
metallic arc welding. Woven 
Welding Wire consists of a solid 
core having multiple strands of 
wire woven thereon in the na- 
ture of a mesh, the pockets of 
which are filled with flux. The 








contactor 
consists of a toggle-type, free 
passage contactor and separates 
the mechanical control from the 


electrode apparatus 


have the control 
non-conductive from a current 
and heat standpoint. The take- 
off reel has a ground that makes 
use of the electrode coil as a 
high resistance to balance the 
variable resistance of arc. 


contactor, to 


Welder, Improved 


Ideal Electric & Mfg. Co., 
Mansfield, Ohio. (Vol.79,p.187.) 


The Noel “Speed Arc” welder 
features unity power-factor mo- 
tor drive, 10 to 15 per cent bet- 
ter over-all efficiency, and an 





extremely fast arc. Noel weld- 
ers provide both 25- and 40-volt 
operation, are also available for 
d.c. motor drive and engine 
drive. 


Welder, Arc, 50-Amp. 


Harnsischfeger Corp., Mil- 
waukee, Wis. (VN 01.79, p.307.) 


The stable high-speed arc en- 
ables this welder, known as the 
W50-254, to weld down to 26 
gage steels. No external reac- 





tors, resistors, or separate stabil- 
izers are required. Being a 
motor-generator unit with a 3- 
hp. squirrel-cage motor, the 
welder operates on any a.c. 
power line. 


Welder, Arc, 75-Amp. 


Hobart Bros., Troy, Ohio. 
(Vol.79,p.345. ) 
Rated at 75 amp., 25 volts, 


being designed especially for 
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light gage welding, this welder 
has a range of 15 to 125 amp. in 
three steps. It performs well 
on 24 gage and heavier, using 
fs in., sz in., or 4 in. electrodes, 
either bare or coated. 


Welder, 100-Amp. 


Electric Co., Cleve- 
( Vol.79,p.409. ) 


Lincoln 
land, Ohio. 


A small motor-generator type 
of arc-welder, known as the 
SA-100, this unit delivers as low 
as 30 amp. at the arc without 
the use of auxiliary devices. The 
generator is of the single-oper- 





ator, variable-voltage type with 
100 amp. rating. Dual control 
provides independent  adjust- 
ment of open-circuit voltage and 
welding current. 


Welder, Engine-Driven, 
200-Amp. 


Lincoln Electric Co., Cleve- 
land, Ohio. (Vol.79,p.905.) 
Known ‘as the 200 Amp. 


“Shield Arc Special,” this en- 
ine-driven welder supplies a 
uniform current for welding 
with bare or heavily coated 
shielded-arc type electrodes in 


7 




















all sizes up to 3 in. The weld- 
ing current range of this ma- 
chine is from 60 to 250 amp. 
Generator is the single-opera- 
tor, variable-voltage type. The 
welder is powered by a Wauke- 
sha 4-cylinder engine. 


Welder, Heavy-Duty 


Harnischfeger Corp., Mil- 
waukee, Wis. (Vol.79,p.933.) 


The 200-, 300- and 400-amp. 
“P&H-Hansen” heavy-duty arc 
welders are of improved design. 
The machines now have over- 
size two-bearing armature shaft, 
removable bearing cartridges, 























single current control, dust- 
proof calibration plate, heavy- 
duty and_ built-in _ polarity 
switch. 


Welders, D.C.., 


Westinghouse Elec. & 
Co., E. Pittsburgh, Pa. 
79,p.938. ) 


**Flexarc”’ 


Mfg. 
(Vol 


An improved line of “Flex. 
arc” d.c. welders is equipped 
with a single-dial preset control 
by which the welding current 
can be set to the exact number 





of amperes. Output is adjusted 
by means of iron damper plates 
operated by a single-point “Ad- 
justomatic” control. The driv- 
ing motor is of the squirrel-cag« 
induction type. 


Welders, Arc 


Miller Electric Mfg. Co., Inc. 
Appleton, Wis. (Vol.79,p.807.) 


Designed for welding down 
to 27 gage steels with current 
from 15 to 275 amp., the arc 
welders are made in three sizes: 
15 to 150 amp., which handles 
ts to 5/32 in. rod; 15 to 275 
é hich handles ¥ -j 
amp., which handles ys to 4-in. 
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rod, and the “Junior Welder,” 
15 to 90 amp., for small power 
service. 


Welder and Torch, Roffy 


Electric Torch Mfg. Co., 5321 
Horton St., Oakland, Calif. 
( Vol.79,p.445.) 


Two sizes of arc torch and 
welder, known as the No. 3 
and No. 4, have been added. 
Six graduated steps of heat 
control, a_ self-adjusting volt- 
age regulator and automatic 


[a 
} 


starter for the arc are pro- 
vided. Light gage materials, 
26 to 28 gage, may be handled 
by the No. 3 machine. The 
No. 4 machine encompasses the 
heaviest work encountered in 
commercial welding. 





Welder, Stabilized, 
30-150 Amp. 


Westinghouse Electric & 
Mfg. Co., East Pittsburgh, Pa. 
(Vol.79,p.903. ) 


Recommended for both pro- 
duction work and for use in re- 
pair shops, the 30-150-amp. a.c. 
welder is of the reactance sta- 
bilized type. Three major 





| 
| 
| 








steps of current adjustment are 
obtained from taps on the re- 
actor. Five steps of fine ad- 
justment are obtained from 
intermediate taps between each 
major step. 


Cable, Welding, 
“‘Realwear” 


Lincoln Electric Co., Cleve- 
land, Ohio. (Vol.79,p.840.) 


Designed to meet conditions 
of extremely severe wear and 
abrasion, the “Realwear” weld- 
ing cable consists of stranded, 
fine, tinned copper wire. The 
cover is provided with a finish 
resistant to oil, grease and acid. 
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Cable Connector, 
Welding 


Lincoln Electric Co., Cleve- 
land, Ohio. (Vol.79,p.932.) 


A quick-detachable connector 
designed for use in connecting 
welding or electrode cable locks 





in position and cannot work 
loose or be accidentally pulled 
apart. 


Cycle Recorder 


General Electric Co., Schenec- 
tady, N. Y. (Vol.79,p.740.) 


This cycle recorder is de- 
signed for calibrating or adjust- 
ing resistance welder timers, or 
for producing a permanent rec- 
ord of a weld time. The device 
records on a strip of paper the 





cycles of duration of current 
flow. It is oscillographic in na- 
ture. The recording device is 
inkless. A stylus carried by the 
vibrating reed presses lightly 
on a strip of thin paper moving 
over a graphite roll. 


Electrode, ‘‘Toolweld”’ 


Lincoln Electric Co., Cleve- 
land, Ohio. (Vol.79,p.217.) 


“Toolweld” is designed for 
restoring worn edges on tools. 
It provides a deposit which is 
equivalent to high-speed tool 
steel and will retain a hardness 
of 55 to 65 Rockwell Cup to ap- 
proximately 1,000 F. Toolweld 
electrode is made in 14 in. 
lengths in four sizes, 3/32, 3, 
5/32 and #6 in. 


Electrode, ‘‘Abrasoweld”’ 


Lincoln Electric Co., Cleve- 
land, Ohio. (Vol.79,p.248.) 


A hard surfacing electrode 
for building up carbon steel, 
low alloy or high manganese 
steel surfaces to resist abrasion 
is known as “Abrosoweld.” It 


provides a deposit of the self- 
hardening type. 


Welding Rod, 
Stainless-Steel 


Linde Air Products Co., 30 
E. 42nd St., New York, N. Y. 
(Vol.79,p.807.) 


The Oxweld No. 28 colum- 
bium-treated 18-8 welding rod 
simplifies the fabrication of 
products from 18-8 stainless 
steel and improves the corro- 
sion resistance of the fabricated 
joint. No heat-treatment after 
welding is necessary, because 
full corrosion and_heat-resist- 
ant qualities are secured in the 
“as-welded” condition. 


Fixture, Turntable 


Harnischfeger ate Mil- 
waukee, Wis. (Vol.70,p.444.) 


A welding fixture with an in- 
clined turntable for easier han- 
dling of circular pieces enables 
the operator to weld continu- 
ously in a downward position. 





Speed can be regulated from 3 
to 18 in. per min. The turn- 
table can be tilted. Known as 
the “RT,” this fixture is of- 
fered in various sizes to handle 
loads up to 4 tons. 


Fixture, Welding 


United Engineering & Foun- 
dry Co., Pittsburgh, Pa. (Vol. 
79,p.874. ) 


This welding manipulator 
permits positioning work so that 
fillet welds of correct radius 
can be made without waste of 
electrode metal, and allows sav- 
ings of 25 to 40 per cent in 
welding time. It also frees the 
overhead crane for other duties. 
The welding manipulator con- 
sists of a faceplate operated by 
power. The faceplate can be 








tilted or rotated to any desired 
position. The capacity of this 
device is from 5 to 7 tons. 


Generator, Acetylene 


Linde Air Products Co., 30 
East 42nd St., New York, N.Y. 
( Vol.79,p.603. ) 


Three sizes of an acetylene 
generator of the medium pres- 
sure type for stationary service 
are designated as Oxweld Type 

















MP-5, have carbide capacities 
of 150-, 300-, and 500-lb. re- 
spectively, with acetylene gen- 
erating capacities ranging from 
300- to 1,000-cu.ft. per hr. 

The diaphragm is sensitive to 
slight changes in pressure and 
the carbide is released evenly in 
just the amount needed to main- 
tain a constant pressure. 


Generator, Acetylene 


Linde Air Products Co., 30 
East 42nd St., New York, N.Y. 
(Vol.79,p.870. ) 


Developed for portable or 
stationary use with any type of 
oxy-acetylene cutting or weld- 
ing apparatus, this medium- 
pressure generator is known as 

















the “Oxweld” Type MP-6, has 
a 50-lb. carbide capacity with a 
double rating of 100 cu.ft. of 
acetylene per hour. Any de- 
sired pressure up to 14 Ib. per 
sq.in. may be obtained. 
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Holder and Clamps, 
Electrode 


Metalweld, Inc., 26th & Hunt- 
ing Park Ave., Philadelphia, 
Pa. (Vol.79,p.605.) 


“Navy-Type” electrode hold- 
er and “Shur-Grinv” clamps 
eliminate poor contacts along 
the path from the generator to 











the electrode, preventing the 
most frequent cause of porous 
welds. The electrode is held in 
a vise-like grip, yet a slight 
twist with a fresh rod releases 
the used one. 


Holder, Electrode 


Colmonoy, Inc., P. O. Box 
977, Los Nietos, Calif. (Vol. 
79,p.842. ) 

Designed for general carbon- 
arc welding and cutting, the 


electrode holder is furnished 
with adapters to fit 8-in., $-in., 


STN ee 








boa | 





or $-in. diameter carbon. It has 
a hollow fiber handle, a copper 
shield and a water-cooled alu- 
minum head. 


Hood, Welding 


E. D. Bullard Co., 275 Eighth 
St., San Francisco, Calif. (Vol. 
79,p.540.) 


The “Slide Front” style has 
the smoked horsehide hood sus- 
pended from a light weight head 
irame. The frame holds the 
hood from 3 to 4 in. away from 
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the head. The “Tilt Front” 
style is for work in close quar- 
ters, having no frame so that 
the hood rests snugly on the 
head. 


Manifold for 
Acetylene Cylinders 
Linde Air Products Co., 30 


East 42nd St., New York, N.Y. 
( Vol.79,p.809. ) 


Available in a_ ten-cylinder 
unit, to which extensions in 


units of five or ten cylinders 
can be 
acetylene 


the wall-type 
manifold, 


made, 
cylinder 





Oxweld Type M-8, consists of 
two high-pressure header units. 
These feed into a central reg- 
ulation system which delivers 
acetylene to the distribution pip- 
ing system at pressures up to 
15 Ib. per sq.in. 


Regulator, Heavy-Duty, 
Style 8490 


Air Reduction Co., 30 East 
42nd St., New York, N. Y. 
( Vol.79,p.934.) 


The Airco-DB Style 8490, 
two-stage reduction regulator is 
indicated whenever the oxygen 
demand per regulator is in ex- 





cess of 1,000 to 1,200 cu.ft. per 
hr. Maximum operating pres- 
sure is 200 lb. per sq.in. 


Torch, Welding 


Linde Air. Products Co., 30 
East 42nd St., New York, N.Y. 
(Vol.79,p.572.) 


The Purox No. 35 general- 
duty welding torch is adaptable 
to the lightest as well as to the 
heaviest work found in most 
welding shops. Nine tips per- 
form the duty of fifteen, the 
number usually required. 


fares 


115 





OTHER MACHINES 





Bending Machine, Tube 


Frank Automatic Bending 
Co., Second & Elm Sts., Cin- 
cinnati, Ohio. (Vol.79,p.542.) 


Copper, brass and aluminum 
tubing from 4 to 4 in. can be 
bent in a horizontal or vertical 
plane in one continuous oper- 
ation. Rectangular wire can 


also be coiled edgewise. Weight 








of the machine is 3,000 Ib. The 
tubing is fed into a straighten- 
ing unit, gripped by a continu- 
ous conveyor, and _ pushed 
through a bending unit which 
is automatically oscillated. 


Bandsaw, Open-End 


Grob Bros., West Allis, Wis. 
( Vol.79,p.412. ) 


On the “Open-End” bandsaw 
for internal sawing, a 150-ft. 
saw band is wound helically 
over a drum and looped over 
three guide sheaves, arranged 
for forward motion at cutting 
speeds, and reverse motion at 
high speed. Three minutes of 
sawing can be done at the low- 
est cutting speed before the end 
of the band saw has been 





reached, at which time the ma- 
chine will automatically stop. 
Only 18 seconds are required 
for the return of the band to 
its original position. Four cut- 
ting speeds: 50, 75, 100 and 150 
ft. per min. The sawing table, 
24x28 in., tilts in two directions. 
The throat of the machine is 
25% in., and material up to 9 
in. in height can be sawed. 


Bandsaw, Precision, Thiel 


90 West 
(Vol.79, 


Marburg Bros., Inc., 
Sy. New York, N. Y. 
p.601.) 


The smaller size will handle 
material up to 8-in, thickness, 
has a table 20x20 in. and weighs 
860 lb. Material up to 10 in. 
in thickness may be sawed on 
the larger machine which has a 
table 30x26 in. and weighs ap- 
proximately 1,700 lb. The two 
machines are provided with 
four and eight speeds, respec- 

















tively. Tables on the smaller 
machines may be tilted in four 
directions. The column of the 
larger type machine may be tilt- 
ed with the table remaining in 
a horizontal position, 


Bandsaw with Filing 
Attachment 


Neff, Kohlbusch & Bissell, 
2400 W. Madison St., Chicago, 
Ill. (Vol.79,p.935.) 


A continuous filing attach- 
ment for use in manufacturing 
dies is applied to the precision 
bandsaw. An arrangement for 
automatic feed of the work is 
incorporated. When band filing 
is to be done, the upper and 
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lower saw drums are replaced 
to accommodate the file chains. 
Distance saw to column, 14 in.; 
size of table, 22x22 in.; tilt of 
table in four directions, 10 deg. ; 
maximum thickness of material 
admitted, 8 in. 


Sawing and Filing 
Machine, Continuous 


Continental Machine Special- 
ties, Inc., 1301 Washington 
Ave., S., Minneapolis, Minn. 
( Vol.79,p.873.) 


A dual-purpose machine, the 
“Do-All” band filing and band- 
sawing machine can be changed 
from one function to the other 
in less than 


3 min. The file 











band is not a flexible file, but 
is made up of 3-in. segments. 
Two sizes: capacities of 63% and 
7% in. 


Filing Machine, Die 


Illinois Tool Works, 2501 N. 
Keeler Ave., Chicago, Ill. (Vol. 
79,p.710.) 


This die filing machine has 
height to the top of the table of 
124 in., height to the top of the 
overarm, 25 in. Two speeds, 
600 and 450 strokes per min. 
Stroke is 14 in. 

The 12-in. table tilts to an 
angle of 20 deg. in two direc- 
tions, and the hole in it has a 
removable bushing to make 
room for large files, saws, or 
stones. The space from the cen- 
ter of the table to the overarm 
is 6% in., and the overarm is 
removable. 











Filing and Sawing 
Machine 
Foley Mfg. Co., Inc., 11-15 


Main St., N. E., Minneapolis, 
Minn. (Vol.79,p.28.) 


The die-making machine can 
be used on a large variety of 
work besides the usual die saw- 
ing 


and filing. Known as 





Model DM-1, this machine will 
take any type or size of saw or 


file. The machine will saw to 
the center of a 13-in. piece and 
will saw and file steel 3 in. 
thick. 
Buffers, Bench and 
Pedestal 

Baldor Electric Co., 4357 
Duncan Ave., St. Louis, Mo. 


(Vol.79,p.345.) 


A line of ball-bearing buffers 
has been announced in both 
bench and pedestal types, in 
sizes ranging from 4 to 5 hp. 





Features are: large ball bear- 
ings, extended end bells, long 
distance between wheel centers, 
heavy shaft, minimized vibra- 
tion and totally inclosed motor. 

Models are available for two 
or three-phase, 220 or 440 volts 
and single phase, 110 or 220 
volts, not interchangeable. 





Polisher and Buffer, 
Wide-Swing 


Standard Electrical Tool Co., 
1928 W. 8th St., Cincinnati, 
Ohio. (Vol.79,p.600.) 


The “Proper Speed” buffing 
and polishing machine can be 
furnished in 10- or 15-hp. sizes, 
as a supplement to the com- 
pany’s line of “Variable Speed” 





buffing and polishing machines 
of smaller sizes. Over-all length 
of the spindle is 108 in., and the 
29 in. distance between the base 
and the inside of the wheel pro- 
vides ample room for finishing 
of unusually large parts. 


Lathes, Fender Polishing 


Hammond Machinery Build- 
ers, Inc., Kalamazoo, Mich. 
( Vol.79,p.937.) 


Two polishing lathes especial- 
ly designed for automobile 
fender polishing and other work 
of a similar nature requiring 
wide swing machines: Model 
RR, two-spindle, two-motor 
polishing lathe made in three 








sizes for 3 to 15 hp. motors; 
distance from the side of the 
base to the inside of the wheel 


may be up to 30 in.; Model 
ROEH  overhanding - spindle 
lathe; motors of 10, 15 or 
20 hp. 

Applicator, 


Buffing-Composition 


Packer Machine Co., Meri- 
den, Conn. (Vol.79,p.573.) 


An automatic applicator for 
feeding composition to the buff- 
ing wheels of polishing and 
buffing machines takes compo- 
sition in cake form, 6 in. wide, 
14 in. thick and 11 in. long. 
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Compressed air, at a maximum 
of 60 lb. pressure, provides the 
operating force. Cam operation 
is governed by the travel of the 
work table. 


Cleaning Machine, 
Continuous 


N. Ransohoff, Inc., Cincin- 
natt, Ohio. (Vol.79,p.28.) 


A continuous washer for 
metal parts that subjects the 
work to a soaking and spray 
wash and transfers it from one 





drum to another without drop- 
ping it is announced. Driving 
motor and pump are attached to 
the side. 


Cleaning Machine, 
‘“‘Autosan,”” Model MR-8 


Colt’s Patent Fire Arms Mfg. 
Co., Hartford, Conn. (Vol.79, 
p.657.) 


Parts are placed on a wire- 
mesh conveyor and automat- 
ically carried through the wash- 
ing and rinsing sprays. This 
model is equipped with two out- 





side or extended tanks having 
perforated scrap trays which 
are easily removed for empty- 
ing. The MR-8 may be fur- 
nished with several types of 
conveyors. 


Cleaning Machine, 
Abrasive-Type 


Pangborn Corp., Hagerstown, 
Md. (Vol.79,p.905.) 


The Rotoblast employs a rap- 
idly spinning wheel to propel 
the abrasive by controlled cen- 
trifugal force; cleans gray iron, 
steel, alloy and malleable cast- 














', 























ings, forgings, steel products in- 
cluding pipes, billets, bars, 
strips, blooms, shapes and heat- 
treated parts. It is also recom- 
mended for preparing properly 
cleaned surfaces for metalliz- 
ing, sherardizing, galvanizing, 
ind all types of plating. 


Crowning Apparatus, 
Carter 


Northill Co., Inc., 5728 Santa 
Monica Blvd., Los Angeles, 
Cal. (Vol.79,p.873.) 


Any desired crown or shape 
is produced by oscillating the 
roller across the work, which is 
supported on the forming table. 
Three table forms are provided, 


a spherically concave bowl, a 
flat plate, and a reverse curve. 
The Carter Crowner is also 
used for finishing or planishing 
drop hammer and rubber die 
roughings. 


Cutting-Off Machine, 
Abrasive 


Andrew C. Campbell Division 
of American Chain Co., Inc., 
Bridgeport, Conn.  (Vol.79,p. 
189. ) 


The Model 302 was designed 
primarily for making long cuts 
through flat or slab stock, but 
bar stock can also be cut. Hy- 


draulic feed mechanism permits 
the abrasive cutting of larger 
sizes of flat material than has 
heretofore been considered prac- 
tical. 


Cutting-Off Machine, 
Abrasive 


Andrew C. Campbell Division 
of American Chain Co., Bridge- 
port, Conn. (Vol.79,p.30.) 


An abrasive cutting-off ma- 
chine has coolant supplied to the 
disk. Materials to 3 in. in di- 
ameter or tubing up to 34 in. in 





diameter can be cut off. Model 
No. 202 has the work clamp 
operated by a treadle, whereas 
Model No. 203 has an auto- 
matic __ electrically operated 
clamp. 


Cutting-Off Machine 
Abrasive 


Eisler Engineering Co., 769 
S. 13th St., Newark, N. J. 
(Vol.79,p.904. ) 


Designed for cutting through 
various shaped bars, rods or 
tubes of metals, hard glass or 
ceramics, the wet abrasive cut- 

















off machine will take pieces up 
to 24 in. diameter. A quick- 
acting clamp and a long trough 
facilitate holding and handling 
the material. 









Bar Stands, Cut-Off 


Andrew C. Campbell Division 
of American Chain Co., Bridge- 
port, Conn. (Vol.79,p.636.) 


Campbell bar type floor 
stands are for use with Models 
202 and 203 wet abrasive cut- 
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off machines and Model 20 dry 
abrasive cutoff machine. Any 
shape or size of stock which 
the machine will handle is sup- 
ported at the correct height, 
which is adjustable. 


Die-Casting Machine, 
Model No. 6 


Madison-Kipp Corp., Madi- 


son, Wis. (VoIl.79,p.665.) 


Model No. 6 is intermediate 
between the Kippcasters and 
the automatic machines built by 
the corporation. It will handle 
all of the standard die-casting 
alloys in zinc, aluminum, lead 
and tin. As standard equipment 
it has an air-pressure goose- 
neck, but a plunger-type goose- 





Effective 
standard air 


neck can be applied. 
capacity of the 
gooseneck is 5 Ib. in zinc alloy, 


but oversize goosenecks are 
available. The metal pot ca- 
pacity is 300 lb. in zinc alloy. 
Ejection of the castings is au- 
tomatic with the opening of the 
dies. 


Die-Casting Machines, 
Hydraulic 


Reed-Prentice Corp., W orces- 
ter, Mass. (Vol.79,p.634.) 


The machine is hydraulically 
operated throughout with one 
standard Vickers oil pump. The 
machine is arranged so that it 
can be operated either manually 
or automatically. Three sizes 
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have piston diameters as_fol- 
lows: 24-, 32- and 44-in. Pres- 
sures are 4,900, 11,000 and 16,- 
000 Ib., respectively. 


Die-Casting Machine, 
No. 315, “Kippcaster”’ 


Madison-Kipp Corp., Madi- 


son, Wis. (Vol.79,p.871.) 


Similar in construction to the 
No. 115-GF, except that it has 
an air gooseneck instead of a 
type 


displacement plunger 





gooseneck, the No. 315 Kipp- 
caster is semi-automatic and 
fully pneumatic in operation 
Fire pot is gas-fired. 


Drop Hammer, Steam, 


Model “‘E”’ 


Chambersburg 
Co., Chambersburg, Pa. 
79,p.930. ) 


Engineering 


(Vol. 


To attain correct impact 
velocity and quick pick-up on 
the Model “E” an improved 
cylinder and valve were de- 
signed. The latter is a_bal- 
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anced slide valve with fluid 
passages so proportioned that 


correct speeds are attained with- 


out “wire drawing” steam or 
air. This principle of design 
secures higher mean effective 


pressures in the cylinder. The 
base of the frame lips the an- 
vil to form guides of a thrust 
shoulder, to resist twisting 
which is particularly important 
in long forgings or where the 
final impression is slightly off- 
center in the dies. “Cecolloy,” 
a_nickel-molybdenum, air-fur- 
nace iron alloy, is used for the 
cylinder of the Model “E,” be- 
cause of its strength and wear- 
resisting properties. 


Elbow Machine, Model C 


Ingals Elbow Machine Corp., 
2634 Fullerton Ave., Chicago, 
Ill, (Vol.79,p.936.) 


From 500 to 1,000 elbows can 
be made in an 8-hr. day from 
finished smokepipe 22 gage and 

















lighter. Two men have room 
to work at the machine. The 
elbows are airtight at the bead 
seams. 


Enameling Machines 


Leon J. Barrett Co., Worces- 
ter, Mass. (Vol.79,p.711.) 


The “Filwhirl” is furnished 
as a single-spindle model, un- 
der-driven with removable pan. 
A removable wire-mesh basket, 
closely fitting the pan, is made 
with a lifting bar across its 
center. 

The Grafton type centrifugal 





is a self-contained motor-driven 
unit, size No. 0, useful both for 
laboratory work and for small 
regular 


work in production. 





The containers are 12 in. or less 
in diameter. This machine was 
designed for small watch afd 
similar parts. 


Extruding Machine, Cap- 
Screw and Bolt Trimming 


Federal Press Co., Elkhart, 
Ind. (Vol.79,p.343.) 


The No. 3 trimmer is built 
for automatically trimming cap- 
screws and bolts, and also for 
extruding. The machine illus- 
trated will handle blanks from 
4 to 24 in. in length on all di- 





ameters % in. and smaller at the 
rate of 140 blanks per min. 

The frame, flywheel and ram 
of this machine are built on the 
lines of standard punch presses. 
The hopper is paddle wheel 
type. By inclining this machine 
35 deg. from the vertical, short 
transfer movements and high 
speed are gained. 


Flanging Machine, 
High-Speed 


Blue Valley Machine & Mfg. 


Co., Kansas City, Mo. (Vol. 
79,p.839. ) 
A high-speed flanging ma- 


chine for boilers and tank heads, 
either flat, bulged, concave or 
round, provides unusually high 
flanging speeds. Only one min- 











ute is required for making a 
24-in. flange on a 12-ft. diame- 


ter flat head 4 in. thick. Ca- 
pacity of the six machines is 
from 30-gage thickness, 12-in. 
diameter to §%-in. thickness and 
20-ft. diameter. 


Forging Presses and Rolls 
Ajax Mfg. Co., Euclid Branch 


P. O., Cleveland, Ohio. (Vol. 
79,p.276. ) 
These  fast-operating ma- 


chines are designed for accurate 
forging work and precision hot 
or cold coining of forgings. The 
presses are controlled by a 
pneumafic clutch of the same 
type as used on the company’s 
horizontal-type forging ma- 
chines. Main shaft of the 


is 





type. Bearings 
are of the adjustable, split- 
sleeve type. The ram derives 
improved alignment from a top 
extension bearing at the rear 
side of the crown rib. 

A wedge in the bottom die 
seat provides for fine die ad- 
justments without shimming. A 
central knock-out in the ram is 
mechanically operated as well 
as the multiple knock-out in the 
die seat. 


full-eccentric 


The “Wide Adjustment” 
forging rolls are made in three 
sizes. As the name _ implies, 





a 
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these rolls are characterized by 
“wide adjustment” between the 
semi-cylindrical dies in which 
the forging impressions are 
sunk. This construction makes 
possible a greater number of die 
redressings and results in long- 
er die life and decreased main- 
tenance. It is accomplished 
through an unusual gearing ar- 
rangement wherein the meshing 
of the roll gears is not disturbed 
by the 23 to 4 in. adjustment 
provided, as contrasted with the 
old arrangement with % to # in. 
adjustment. The top roll hous- 
ings are adjustable vertically 
for proper forging thickness. 


Forging Machine, 
All-Steel, No. 35 


Acme Machinery Co., Cleve- 
land, Ohio. (Vol.79,p.688.) 


This all-steel forging machine 
features a friction. cushion 
drive. There is no backlash as 
the heading tool has positive 
movement to and from the 
work. The air-controlled clutch 
facilitates die setting as it per- 
mits inching the machine slowly. 

Machines are double back- 
geared with outboard bearings 





for most of the trunnion shafts. 
Header slide is of the full sus- 
pended type. The movable die 
slide is made of steel and has 
the same suspended-type slide 
features as the header slide. 
Adjustment of movable die can 
be made in order to match the 
position of the stationary die. 


Heading Machine, 
Open-Die 


National Machinery Co., Tif- 
fin, Ohio. Vol.79,p.340. ) 


The addition of a relieving 
grip motion enables the cold 
header to operate either as a 
relieving-grip or solid-die ma- 
chine. Wire is fed through a 
shearing bush, cut off, carried 
on over, and pushed back into 
the die just as in the case of a 
solid-die machine. By means of 
an adapter, the machine can be 
equipped with solid dies. The 


grip is locked in closed posi- 
tion, so that the die is rigidly 
alignment. 


held in The ma- 




















chine may also be operated with 
split dies which are clamped 
solid. 


Hacksaw, Power 


W. Robertson Machine & 
Foundry Co., Buffalo, N. Y. 
(Vol.79,p.572. ) 


On the No. 3 Economy mo- 
tor-driven hacksaw, a compli- 
cated clutch mechanism is elim- 
inated by a projecting finger 
which contacts a push-button 

















switch and stops the motor as 
well as the frame. The machine 
has a 6-in. stroke with a ca- 
pacity of 6x6 in. It uses blades 
from 12- to 14-in. in length. 


Hacksaw, Power, 
“Orion” 


Marburg Bros., 90 West. St., 
New York, N. Y. (Vol.79,p. 
637.) 


The entire sawing operation 
is automatic. Saw pressure is 
hydraulically controlled, being 
lightest at beginning and ending 
of cut and greatest at the cen- 

















ter of bar stock. Chatter and 
vibration are eliminated, because 
the bow is rigidly guided by 
two large gibs on either side. 


Hacksaw, Power 


Peerless Machine Co., Ra- 
cine, Wis. (Vol.79,p.707.) 
A 6% in. x 64 in. improved 


high-duty metal sawing machine 
can be furnished with or with- 
out the hydraulically operated 
automatic bar feed with con- 
veyor shown. Strokes, 60, 100 
and 145 per min. The blade ca- 








pacity is 10 to 14 in. inclusive. 
Pushbutton control is standard 
equipment. 


Hacksaw, Power 


Rasmussen Machine Co., 1014 
Eighth St., Racine, Wis. (Vol. 
79,p.747.) 

This machine may be oper- 


ated as a fully automatic unit 
when employed for cutting off 
duplicate pieces from bar stock, 
or it may be set to complete a 
cut and stop. Either square or 
angular cuts may be made. 
The saw cuts on the draw 
stroke and a cam mechanism 
lifts the saw clear of the work 
for each return stroke. As the 


saw reaches the end of its re- 
turn stroke, a cam in the feed 





mechanism returns the saw to 
the cutting position it had 
reached on the previous stroke. 
Another cam then supplements 
the action of the compensating 
spring for feeding. When the 
cut has been completed, the 
feed is tripped and quick return 
of the saw engaged. This re- 
turns the saw to the starting 
point, releases the vise and puts 
the machine into readiness for 
starting a new cycle of move- 
ments. 


Hacksaw, Power 


Columbo Machine Co., 114 
Liberty St., New York, N. Y. 
( V ol.79,p.906. ) 


Columbo hydraulic feed metal 
hacksawing machines are built 
in five sizes, from 8x8 in. to 
16x16 in., inclusive. Feed pres- 





ae 














sure is by means of a hydraulic 
pump. The blade cuts on the 
pull stroke, and the saw frame 
is automatically lifted for the 
return stroke. 


Hacksaw, Power 


Racine Tool & Machine Co., 
Racine, Wis. (Vol.79,p.835.) 


This metal cutting machine 
uses hydraulic feed and control. 
Capacity is 6x6 in. square, or 
6% in. round with vise straight, 
and 44x68 in. with vise set at 
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45 deg. for angle cutting. Cut- 
ting rate of 3 to 4 sq.in. per 
min. is claimed in cutting cold- 
rolled steel. The flexible hy- 
draulic feed automatically ad- 
justs itself to pressures built up 
against the blade. 


Heater, Bar, Electric 

American Car & Foundry 
Co., 30 Church St., New York, 
N.Y. (Vol.79,p.62.) 


Stock is placed in a hopper, 
automatically fed between the 
copper jaws or electrodes, 
heated to the temperature from 
which the electric eyes are set 
and automatically released into 





a receptacle. This heater will 
heat stock from 4 to 14 in. or 
larger, if desired, and will place 
the heat on the end or at any 
other point on the bar. Any 
size stock between 4 and 19 in. 
long can be handled. 


Heater, Stud 


Taylor-Winfield Corp., 14307 
Third Ave., Detroit, Mich. 
( Vol.79,p.477.) 


This machine was designed to 
heat tapered studs made from 
screw machine stock for subse- 
quent hot forming in a press 
The dial mechanism is operated 
by a small motor. Upper elec- 
trodes are brought to bear on 
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the studs by means of an air 
cylinder. All movements are 
synchronized so that no atten- 
tion from the operator is nec- 
essary. The process is well 
adapted to the production heat- 
ing of wire or slugs from which 


bolts are made, especially for 
metals not suitable for cold 
forming. Production, 1,000 


pieces per hr. 
Keyway Cutter and 


Slotter 


Morton Mfg. Co., Muskegon 
Heights, Mich. (Vol.79,p.219.) 


The work remains stationary 
at all times. A _ ratchet feed 


mechanism provides feeds from 
per 


0.001 to 0.020 in. stroke. 





Up to 1 in. taper per ft. can 
be obtained. This machine can 
be furnished in sizes ranging 


from 30 to 60 in. cutting stroke. 


Lathe, Speed 


Oliver Machinery Co., Grand 
Rapids, Mich. (Vol.79,p.254.) 


The No. 159 speed lathe is 
designed for use in pattern 
shops. The lathe has a 12-in. 
swing over the bed. Drive is 
by a 4-hp. motor through a V- 


‘ 





belt on adjustable cone sheaves. 

Any speed from 800 to 2,400 

r.p.m, is available. 

Metal Spray Equipment 
Gillord Sales Corp., 420 Lex 


ington Ave., New York, N. Y. 
( Vol.79,p.904. ) 
The Gillord metal spray is 


capable of handling 12 to 15 
lb. of steel or steel alloys per 
hour, and a_ correspondingly 
greater amount of other metals, 
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depending on their melting 
points. All the gases and air 
are handled through metering 
jets. Operator has control of 
the wire feed through an ad- 
justable feeding device. This 
unit weighs approximately 90 
pounds. 


Marking Machine, Tube 


Noble & Westbrook Mfg. 
Co., 20 Westbrook St., E. Hart- 
ferd, Conn. (Vol.79,p.219.) 


A heavy-duty _— production 
marking machine is built for 
marking an inscription consist- 
ing of approximately 200 letters 
and figures on thin tubes up to 
4 in. long and 13 in. diameter. 
A carrying dial is provided with 
six stations. The pressure dial, 





carrying 


above the 
dial, gives uniform pressure as 


working 


the tubes pass between the 
marking dies and the pressure 
roll. Production is 60 tubes 
per min. 


Punch, Multiple 
No. 33-K 


Williams, White & 
line, Ill. 


Co., Mo- 
(Vol. 79,p.413.) 


This No. 33-K multiple punch 
was built to accommodate many 
different operations. Its essen- 
tial characteristics—long stroke, 
high die space, long adjust- 
ment, and overhanging ram— 
make it possible to use this ma- 
chine with suitably designed 
dies, as a press brake, a plate 
shear or for straight-line or 
group punching operations. The 
press has a capacity of 250 tons. 

Stroke of slide, 5 in.; adjust- 
ment of die space, 8 in.; die 
space, stroke down, adj. up, 22 
in.; distance between housings, 
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176 in.; length of ram, 184 in.; 
width of table face, 20 in.; depth 
of throat, 11 in.; strokes per 


minute, 25. 


Press Brake 


Cincinnati Shaper Co., Cin- 
cinnati, Ohio. (Vol.79,p.60.) 


The largest machine of its 
type ever built for bending, 
flanging, forming and multiple 
punching is constructed to han- 
dle steel plates up to 2 in. in 
thickness in lengths up to 12 
ft. and ? in. plates in lengths 
up to 18 ft. The ram has a 
stroke of 6 in. and an adjust- 
ment of 6 in., with a distance of 
bed to ram, stroke down and 
adjustment up, of 14 in. Two 
speeds are 5 or 20 strokes per 





min. Safe working loads up to 
1,000 tons can be developed by 
the machine. Weight, 145,- 
000 Ib. 


Riveting Hammer, Special 


High Speed Hammer Co., 
305-321 Norton Street, Roches- 
ter, N. Y. (Vol.79,p.340.) 


Trimmed butt welds on sheets 
of No. 20 gage steel used in 
the manufacture of automobile 
bodies are flattened at the rate 
of 70 in. per min. in this spe- 
cial riveting hammer, No. 54B. 
On these sheets the riser, which 





has been trimmed, averages 
about 0.004 in. per side. The 
hammering operation quickly 
reduces this thickness to the 
gage of the metal. 


Riveting Hammer, No. 7B 


High Speed Hammer Co., 
305-321 Norton St:, Rochester, 
N. Y. (Vol.79,p.636.) 


This unit will cold head 14- 
in. diameter mild steel rivets, 
forming oval heads, in 30-sec. 
each, and #-in. diameter rivets 





in 7 sec. each. These hammers 
are also capable of performing 
many operations of swaging 
and forming. Horizontal gap, 
154 in., floor space, 28x64 in., 
height, 74 in. 


Riveter, Hydraulic, 
Portable 


Hannifin Mfg. Co., 621 S. 
Kolmar Ave., Chicago, Ill. 
(Vol.79,p.702. ) 


A production riveting ma- 
chine operated hydraulically 
and comprising a portable yoke- 








type hydraulic press and an au- 
tomatic hydraulic pressure gen- 
erator, connected by high-pres- 
sure hoses and electric control 
cable, has been brought out. 
The portable yoke press weighs 
54 lb. and develops a maximum 
pressure of 35,000 lb. to head 
the rivet. The throat of the 
yoke is 6x6 in., and the ram 
stroke 3 in. 

Control of the riveting oper- 
ation is by a single push-button 
at the top of the press handle. 
Depressing this button actuates 
the hydraulic pressure generat- 
ing unit and its control valves, 
and the riveting cycle is com- 
pleted automatically. Complete 
riveting cycle is said to be 2% 
sec. per rivet. 


Rivet Spinning Machine, 
No. 120A 


Grant Manufacturing & Ma- 
chine Co., Bridgeport, Conn. 
( Vol.79,p.774. ) 


Equipped with a four-spindle 
head, the No. 120A noiseless 
rivet spinning machine is set up 
for spinning heads on four posts 
in a clock frame simultaneously. 
The head can be built with two 
to six spindles depending upon 
the diameter of the rivets to be 
spun, and the center-to-center 
distance required. 

The horizontal motor at the 
rear of the machine furnishes 
the power for the operation of 
the automatic clamping mech- 
anism. 





Left—Automatic hydraulic pres- 

sure generator. Below—The 

portable yoke press delivers 
35,000 Ib. pressure 
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Sawing Machines 
Metal and Wood 


De Walt 


Lancaster, Pa. 


Products Corp., 
(Vol.79,p.710.) 


Metal cutting machines utilize 
the overhead principle and are 
lesigned to use either saw blades 
or abrasive wheels directly 
driven from the motor shaft or 
by back gear. The cutting tool 





travels parallel to the table 
above the work, and will make 
cuts up to 24 in. wide by 3 in. 
deep. 

The woodworking machine is 
capable of 29 different wood- 
working operations, most of the 
tools being attached directly to 
the motor shaft. 


Swaging Machines 


Langelier Mfg. Co., Provi- 
dence, R. I. (Vol.79,p.745.) 


Reduction in the diameter of 
tungsten wire used in electric 
light bulbs, by swaging, is ac- 
complished on one machine. The 
wire can be swaged either hot 
or cold. A belt-driven roll feed 
is mounted on a projecting arm 
at the rear of the flywheel. 

The company’s No. “L” swag- 
ing machine, which is the larg- 
est of its type ever constructed, 
is capable of tapering or reduc- 




















ing work to a finished diameter 
of 6 in. A fixed roll principle 
of construction is used in the 
design of the swaging head. 
Work is fed into the dies by a 
hydraulically operated holder. 


Screw Inserting Machine 


Bodine Corp., 1720 Fairfield 
Ave., Bridgeport, Conn. (Vol. 
79,p.741.) 


Adaptable to a wide variety 
of work, the No. 61 automatic 
screw inserting machine is 
equipped with one or more hop- 
pers for the purpose of feeding 











the screws to the screwdriver 
spindles. The machine is built 
with either a dial or plain type 
of knee. Capacity is 4 in. ma- 
chine screws. Special attach- 
ments accommodate larger sizes. 


Trimming Machine, 
Flash, 120-In. Stroke 


Morton Mfg. Co., Muskegon 
Heights, Mich. (Vol.79,p. 
254.) 


This high-duty draw-cut flash 
trimming machine will trim the 
flash from butt-welded sheets 
having a seam up to 120 in. in 
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length. It is designed to trim 
stock as thin as 20 gage. Cut- 
ting and return speed are ap- 
proximately 60 ft. per min. An 
electrical timing device operates 
a solenoid valve to blow air 
across the dies to clean them. 
A solenoid-operated, centering 
and lighting device is used with- 
in the upper ram. 


Trimming Machine, 
Flash 


Morton Mfg. Co.,’ Muskegon 
Heights, Mich. (Vol.79,p.185.) 


This draw-cut, flash-trimming 
machine is designed for remov- 
ing the flash from butt-welded 
steel rings, such as automobile 
wheel rims. It will take a width 
of seam up to 12 in. and stock 
thicknesses from 24 gage to +s 
in. Two reciprocating rams are 
operated by means of hydraulic 
cylinders. 


Wire Drawers, Hogue 


Ajax Mfg. Co., Euclid Branch 
P. O. Cleveland, Ohio. (Vol. 
79,p.28. ) 


The Hogue wire drawer is an 
attachment for cold-heading ma- 
chines to cold draw and coat 
hot-rolled, pickled and limed rod 








into the machine. 
The stock is fed intermittently 
by a connection to the machine. 
Standard sizes are No. 0, 1, 2, 3 
and 4 for drawing 3 to § im. 
diameter rod. 


feeds 


as it 





MACHINE ACCESSORIES 





Boring Tool 


F. A. Kershaw, Kent, Ohio. 
(Vol.79,p.715.) 


The holder has a 90-deg. 
groove with the faces of the 
groove at 45 deg. to the vertical, 
the center being at the proper 
height for the lathe. Provision 
is made for setting the holder 
parallel with the spindle, when 
the compound rest is set at 0 
deg. or at 30 deg. for thread 
cutting, and the clamp nut is 
so attached that in either posi- 





tion the holder can be put in 
place or removed as easily as 
the regular tool post. The bars 
are made in six sizes from § to 


1} in. 


Centers, Ball-Bearing 


Ready Tool Co., Bridgeport, 
Conn. (Vol.79,p.474.) 


The “Red-E” 
center incorporates 
parture double-row, angular- 
contact ball bearings. Another 
feature is the short overhang so 
that the work is brought close 
to the tailstock. Two types: the 
outside-of-the-spindle type and 
shank type. 


ball-bearing 
New De- 
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Chaser and Holding 
Block, “Namco” 


National Acme Co., Cleve- 
land, Ohio. (Vol.79,p.251.) 


An interchange chaser blade 
and holder has the blade chaser 
slipped into a slot in the block, 
protruding on each end. On one 
end are the threads of the chaser 





with the ground cutting edge, 
and on the other end is ground a 
heel which is seated in the cup 
and assures opening action. Only 
two sets of blocks are required 
for the entire range of cutting 
sizes. Sizes available are from 
4 to 1 in. 


Collar, Spacing 


Dayton Rogers Mfg. Co., 1835 
E. Franklin St., Minneapolis, 
Minn, (Vol.79,p.251.) 


A spacing collar for milling 
machine cutter arbors is de- 
signed for accurate spacing of 
side milling cutters, gang mill- 





ing and various other multiple 
milling set-ups. Although the 
collars are graduated in thou- 
sandths, a quarter thousandth 
setting is easily obtained. 


Chucks, Lathe 


Jacobs Mfg. Co., Hartford, 
Conn. (Vol.79,p.341.) 


These lathe headstock and 
center rest chucks are designed 
for toolroom jobs, such as turn- 
ing centerless shafts and com- 





mutators on armatures. The 
headstock chuck accurately 
drives the shaft in the lathe. 
The center rest chuck fits the 
tail stock by means of an arbor, 
and the armature is held on the 
bearing surface in bronze jaws. 
Chuck jaws are adjustable from 
3 to 2 in. Headstock chuck can 
be furnished to thread directly 
to the spindle of small lathes. 
It is available in seven models, 
capacities ranging from 4-8 in. 


to - #s-2 in. 


Chuck, Magnetic, 
Swiveling, Type MC 


O. S. Walker Co., Worcester, 
Mass. (Vol.79,p.541.) 


This chuck is arranged for 
locating 90 deg. for retruing the 
top face, and to intermediate 
angles for grinding bevels on 
machine knives. It can also be 


rotated 20 deg. in an opposite 





direction. Both faces have T- 
slots. Magnetic surface on the 
face is 74 in. wide, and on the 
top, 62 in. wide. Chucks of this 
type can be built in single units 
up to 10 ft. in length. The 
chuck is of triangular cross- 
section. Rotation is accom- 
plished by a hand wheel, not 
shown. 


Chuck, Magnetic, 66-In. 


O. S. Walker Co., Worcester, 
Mass. (Vol.79,p.604.) 


The 66-in. rotary magnetic 
chuck illustrated is for the spe- 
cial Niles boring - mill - type 


grinder used by the Timken 
Bearing Company 


Roller to 





grind the large cups and cones 
of heavy-duty Timken bearings. 
(AM—Vol. 79, page 382). The 
chuck weighs 5,500 Ib. and re- 
quires 2,300 watts. A wide 
variety of auxiliary rings are 
used with the chuck. 


Chuck, Magnetic, Duplex 


Taft-Peirce Mfg. Co., Woon- 
socket, R. I. (Vol.79,p.932.) 


A tilting and swiveling mag- 
netic chuck known as _ the 
“Super-Power Precision Duplex 
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Base,” is designed for the pre- 
cision grinding of compound 
angles. The magnetic unit 
swivels 90 deg. either side of 
horizontal and can be tilted 
along its axis from 0 to 14 deg. 


Counterbore, 
**Zee-Lock”’ 


Ingersoll Milling Machine, 
Rockford, Ill. (Vol.79,p.931.) 


Two designs are offered: one 
for shallow boring or spotfacing 
operations, and another for deep 
boring. Serrations are broached 





into the cutter housing se that 
by moving the cutter blade to 
the next slot in sequence, the 
blade is moved out only part of 
a serration. 


Cutters, Die-Sinking 


Pratt & Whitney Co., Hart- 
ford, Conn. (Vol.79,p.637.) 


Three die-sinking cutters for 
high-speed use are known as 
ball-end, square-end and 7-deg. 
taper. The cutters can be oper- 
ated at spindle speeds up to 
3,600 r.p.m. in tough die steels. 
The ball- and square-end cutters 
are right-hand cut. Both are 
available in thirteen sizes, rang- 
ing from $ to 13 in. Length of 
cut varies from § to 33 in. on 
the ball-end type and from § to 
2? in. on the square-end. 

The 7-deg. taper cutters are 
available in twelve sizes rang- 
ing from 4 to $ in. This normal 











size designates the diameter of 
the ball at the small end. The 
7-deg. taper is on one side, the 
included angle being 14 deg. 
These cutters, also are right- 
hand cut and right-hand spiral. 


Cutters, End-Mill 


Ingersoll Milling Machine Co., 
Rockford, Ill. (Vol.79,p.713.) 


The “Zee Lock” cutter blade 
has now been applied to in- 
serted-blade end mills. Blades 
may have tips of high-speed 
steel, cobalt high-speed steel, 





ae | 





“J-Metal” or cemented carbide 
This makes a cutter which com 
pares in cost with the solid cut 
ter in the small sizes and is 
somewhat cheaper in the larger 
sizes. Cutters are made as smal! 
as 14 in. in diameter. 


Cutter, Face-Mill 


Ingersoll Milling Machine C. 
Rockford, Ill. (Vol.79,p.381.) 


The “Zee Lock” cutter blad« 
is securely retained in the cutter 
housing by a Z-shaped wedge 
The wedge hooks the front of 
the cutter body and the back oi 
the blade. The back hook of th« 
wedge is on a slant so that 
when the cutter blade is re 





inserted and moved out a ser 
ration, it moves forward a slight 
amount to compensate for the 
face wear. The main adjust- 
ment is radially, which is in the 
direction of main wear. 

Ingersoll face mills are fur 
nished with the “Zee Lock” cut 
ter blade of special high speed 
steel, super-cobalt high speec 
steel, J-Metal Stellite, or tipped 
with cemented carbide. 


Cutters, Side-Milling 


Ingersoll Milling Machine Co. 
Rockford, Ill. (Vol.79,p.475.) 


The “Zee Lock” cutter blade 
has been applied to inserted 



































blade side-milling cutters. Half- 
side milling cutters incorporate 
the “Zee Lock” cutter blade. 
Plain side and interlocking cut- 
ters, with plain wedge locks, are 
also offered. Cutters are made 
as small as 4 in. in diameter by 
4 in. wide. 


Diehead, “H & G”’ 


Eastern Machine Screw Corp. 
( Vol.79,p.677.) 


The solid-adjustable diehead 
makes it possible for manufac- 
turers who are accustomed to 
using solid dies of various types 





to take advantage of the low 
cost and accuracy of the insert 
chaser. Three sizes: 0 to 4; 43 
to 3 in.; and §8 to 1 in. 


Diehead for Light Work 


Geometric Tool Co., New 
Haven, Conn. (Vol.79,p.746.) 


The Style EJ2, solid-adjust- 
able diehead cuts small diameter 
short-length threads. Two 
types: one with a conventional 
plain shank and the cther with 
a threaded back part. These die- 

















heads will cut threads from ys 
to 4 in. in pitches 20 per in. or 
finer. 

The Style EJ2 diehead for the 
OOG Brown & Sharpe auto- 
matic screw threading machine 
is similar to the plain shank 
tool with the exception of the 
back part, which is furnished 
with a capped hole for applica- 
tion to a threading spindle. 


Diehead, Style D} 


Geometric Tool Co., New 
Haven, Conn. (Vol.79,p.413.) 


Style DJ solid-adjustable die- 





head is designed primarily for 
cutting short threads where the 
time required for backing off is 
not important. The tool is ad- 
justed to the desired threading 
size by loosening one screw and 
tightening another. The die is 
built in size from ¥% to 6 in. in 
diameter. 


Diechead, Revolving 


Landis Machine Co., Waynes- 
boro, Pa. (Vol.79,p.439.) 


The revolving diehead is an 
adaptation of the ?-in. “Lanco” 
head, but has a standard capacity 
up to 134 in. American taper 
pipe thread with a maximum 
thread length of 13 in. By us- 
ing special oversized chaser 





holders, diameters up to 23 in. 
can be cut with a maximum 
thread length of 14 in. Any 
degree of taper can be provided 
up to 2 in. per ft. The taper 
cutting action is obtained 
through a cam which is integral 
with the operating ring. 


Drills and Reamers, 
Core, ‘‘Zee-Lock”’ 


Ingersoll Milling Machine Co., 
Rockford, Ill. (Vol.79,p.840.) 


The “Zee-Lock” cutter blade 
has been applied to multi-blade 
boring tools. Core drills are 
made either with a shank or in 
the shell type. Coarsely spaced 
blades in the core drills are set 
with rake and shear for free 
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cutting. Reamers, in either 
shank or shell types, have more 
blades than the core drills. They 
are set straight or with negative 
shear angles and are irregularly 
spaced. 


Grinder Dog, 
Quick-Acting 


Ready Tool Co., Bridgeport, 
Conn, (Vol.79,p.898.) 


To facilitate quick handling of 
short pieces, the quick-acting- 
cam grinder dog has only one 
moving part. The cam and ex- 
tension are hinged. Thumb pres- 





sure on the cam extension with- 
draws the cam and allows work 
to be placed in position quickly. 
Upon releasing the pressure, the 
spring forces the cam down 
against the work, 


Hones, Cylinder 


Hutto Machine Div., The 
Carborundum Co., 515 Lycaste 
Ave., Detroit, Mich. (Vol.79, 
p.690. ) 


The Model RA high produc- 
tion connecting rod hone per- 
mits the honing of more than 
one bore at a time by using a 
suitable fixture of the floating 
type. The lower end of the hone 
serves as a pilot for aligning 
the bores and piloting the hones. 














This type is fitted with seg- 
mental abrasives. A feature is 
the separate adjustment built in 
for expanding the fiber guides 
separately and independently of 
the stone adjusting mechanism. 

For honing cylinders of ex- 
treme length to a high finish 
and for controlling the hones 
manually, a series of finishing 
hones has been developed. These 
hones differ from the automati- 
cally controlled type only in that 
expansion and contraction of the 
abrasives are accomplished man- 
ually. 

The same type of independent 
adjustment of the fiber has been 
applied to the line of automatic 
finishing hones developed par- 
ticularly for finishing on a high- 
production basis cylinders that 
have been diamond bored or 
otherwise fine bored. 


Reamers, Serrated Blade, 
““Camlock”’ 


Pratt & Whitney Co., Hart 
ford, Conn. (Vo0l.79,p.773.) 


“Camlock” reamers are avail- 
able in both shell and shank 
types. Serrations on one side 
of each blade fit into the cor- 
responding serrations in the 
reamer body. Two cams lock 

















each blade in place. Nuts at the 
back end of each blade permit 
easy adjustment for size. The 
blades are pushed forward to 
increase the cutting diameter. 
This permits the reamers to 
function equally well in through 
holes, blind holes or against 
shoulders. Size range, 14 to 6 
in. 


Stud Setters, 
Self-Opening 


Modern Tool Works, Roches- 
ter, N. Y. (Vol.79,p.874.) 


In Style B self-opening stud 
setter, the jaws remain open 
until contact of the stud with 
the stop compresses the stud 
stop spring and brings the 
threads in the jaws into full 
register on the stud. At this 
point the balls are locked in the 
driving position and the driying 
clutch is engaged. 

When the stud is set to within 
4 in. of the height desired, the 
stop collar contacts with either 
the work or the plate govern- 
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ing the height of the stud and 
the clutch is disengaged. 


Tap, Combination, 


Type “Ee 

Murchey Machine & Tool 
Co., Detroit, Mich. (Vol.79, 
p.679. ) 

The Type “C” combination 


tap may be used as a stationary 
tap for hand screw machines or 
turret lathes, or the handle may 
be removed, converting it into a 


' 





rotating tap to be used on a 
drill press or rotary-spindle ma- 
chine. These taps can be 
equipped with overhanging 
chasers to cut close to a shoul- 
der or to be used in a blind 
hole. 


Tapping Attachment 


Chas. L. Jarvis Co., Gilder- 
sleeve, Conn. (Vol.79,p.190.) 


The Biax No. 2 tapping at- 
tachment has a capacity from 
3 to } in. and is entirely ball 
bearing equipped. Forward as 
well as reverse friction and 


i 








double reverse speed are pro- 
vided. High speed is 3,500 


r.p.m. 


Tapping Attachment, 
“Ettco-Emrick”’ 


Ettco Tool Co., 594 Johnson 
Ave., Brooklyn, N. Y. (Vol. 
79,p.772. ) 


Two sizes: No. 100 for ¥-in. 
taps and No. 300 for 4-in. taps. 
Sensitive cone friction clutches 

















are used to drive the tap. The 
entire mechanism is contained in 
an oil-tight case. Speeds, to 
2,000 r.p.m. 


Extension Link, 
Collapsible-Tap 


Landis Machine Co., Waynes- 
boro, Pa. (Vol.79,p.602.) 


In order to tap threads longer 
than provided for with standard 
taps, a special link for use be- 
tween the body and the head of 
Style LT collapsible taps and 

















Style LM receding chaser col- 
lapsible taps has been developed. 
The extension link is machined, 
drilled and tapped on one end 
to fit the tap body while the 
opposite end is prepared to fit 
the tap head. 


Toolbit and Holder, 


Shankless 
O. K. Tool Co., Shelton, 
Conn. (Vol.79,p.679.) 


An adjustable shankless tool- 
bit and holder incorporates many 
of the firm’s milling cutter fea- 
tures. It has the economies and 
advantages of the inserted-type 
of tool, but the strength and 
solidity of the solid tool. The 
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toolbits are of high-speed steel; 
the holders are of chrome-nickel 
alloy. 


Toolholder, Angle-Type 


C. A. Koza, 464 Augustine 
St., Rochester, N. Y. (Vol.79, 
p.346. ) 


This right-angle tool attach- 
ment is designed primarily for 
use in narrow spaces and close 
corners on machine repairs. By 
removing the screw-feed-end 
bearing and putting in short end 





bearings, all tools will work in 
spaces the width of the body, 
plus the length of the drill. All 
tools have a 1 in. depth of feed 
on screw feed. Right angle drills 
are made in three sizes, having 
capacities of 4% to in. ; 
4 to #8 in.; and 4 to 1% in. 


Toolholder, Threading, 
“‘Agrippa”’ 


J. H. Williams & Co., 75 
Spring St., New York, N. Y. 
(Vol.79,.713.) 


The threading toolholder is 
made in two sizes and desig- 
nated by the Nos. 150 and 151. 
The formed-cutter is ground to 


siti 


an included angle of 60 deg. 
and is backed off for proper 
clearance. For resharpening the 
cutter it is mecessary to grind 
the top edge only. 


Toolholder, 
Compensating, “‘Glenco”’ 


J. C. Glenzer Co., 6463 Ep- 
worth Blvd., Detroit, Mich. 
(Vol.79,p.601.) 


This toolholder automatically 
compensates for spindle mis- 
alignment, producing true and 
accurate tapped and reamed 
holes. Five stock sizes are made 
with capacities up to 5-in. tool 




























diameters, in types to fit hand 
and automatic screw machines, 
Garvin tappers, adjustable mul- 
tiple spindles, and all drilling 
and tapping machines. 


Toolholder, Parting 


Inveried Toolholder Co., 1230 
E. 109th St., Los Angeles, Calif. 
(Vol.79,p.509. ) 


The holder for parting or cut- 
off tools is so designed that the 
tool is held in an inverted posi- 
tion, and the lathe or machine 





spindle is run backward. This 
toolholder incorporates a wedge 
bit fastening that is simple to 
operate. 


Toolholder, 
Variable Length 


Eclipse Counterbore Co., 7410 
St. Aubin Ave., Detroit, Mich. 
(Vol.79,p.739. ) 


Variable length holders are 
especially adapted for multiple- 
spindle operations when several 
holes are to be faced, counter- 
bored or countersunk to identi- 


Lak 


cal depths. They eliminate the 
necessity of maintaining cutters 
sharpened in sets of the same 
exact length. The 0.001 in. ad- 
justment is accomplished by a 
compensating collar with driv- 
ing lugs at both ends. 





Turning Tool 


R & L Tools, Nicetown, Phil- 
adelphia, Pa. (Vol.79,p.930.) 


A turning tool, which can be 
used in a variety of ways uses 


tia 

















toolbits of standard size. Drill- 
ing is readily accomplished at 
the same time the piece is being 
turned, or the piece is centered 
while turning to provide con- 
centricity. 

The tool can also be equipped 
with a bit for right-hand turning 
and a back rest or burnisher. 

By replacing the burnisher 
with extra toolholders the de- 
vice is converted into a balanced 
turning tool with two cutting 
edges. The adjustment length- 
wise permits two diameters to 
be turned to any length within 
its capacity. Shanks are fur- 
nished to fit any machine. 


Turning Tools, ‘“‘Mitco” 


Michigan Tool Co., Detroit, 
Mich. (Vol.79,p.933.) 


“Mitco Pin Splice” tools use 
guide pins to locate the tool in 
the holder. The tool can be 
shifted up or down in the holder 





to the correct position, using the 
pins as guides. For circular form 
turning, the new tools provide 
a degree of support under the 
cutting edge not usually found. 


Vise, Down-Grip 


C. R. Gier Co., 75 West St., 
New York, N. Y. (Vol.79, 
p.414.) 


While gripping the work, the 
jaws exert a downward pull and 
force the work tightly against 





This vise is available 


its seat. 
in fourteen models, including 
either plain or swiveling. 


Vise, Angle, Universal 


Covel Mfg. Co., Benton Har- 
bor, Mich. (Vol.79,p.218.) 


The universal angle vise is 
offered for use when grinding, 
milling and drilling at any angle. 
The work is held by a fulcrum 
clamp. Two models are avail- 
able: Style A having a capacity 
of 13 in. and Style B a capacity 
of 2% in. 





Wheels, Buffing 


Udylite Co., Detroit, Mich. 
(Vol.79,p.905.) 


The Udylite Humidifying 
Process introduces proper mois- 
ture content into the fibers of 
the cloth to give it maximum 





tensile strength and wear-resist- 
ing qualities. The buffs are 
sealed in moisture-proof paper. 


Wheel, Polishing, 
Columbian Fiber 


Carborundum Co., Niagara 
Falls, N. Y. (Vol.79,p.901.) 


Advocated for use in connec- 
tion with Aloxite Brand TP 
and Carborundum polishing 
grain for all classes of metal 











finishing, the Columbian fiber 
polishing wheel is produced by 
combining vegetable fiber with 
a tough, resilient bonding agent. 
Three densities: soft, medium 
and hard. 


Wheel Dresser, Diamond 


Koebel Diamond Tool Co., 
1200 OGakman Blvd., Detroit, 
Mich. (Vol.79,p.342.) 


The diamonds in this line of 
dressing tools are embedded in 
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“Koebelite,” a metal which fuses 
below the critical temperature 
of the diamond and has prac- 
tically the same coefficient of ex- 
pansion. A “Multi-Point” tool 
brings from two to five dia- 
monds in contact with the grind- 
ing wheel. A “Multi-Edge” 
dresser has three diamonds on 
a line for producing a high fin- 
ish on the wheel. Three, four 
or five diamonds are mounted 
in sequence on the axis of the 
“Multi-Stage” dresser. After 
the first diamond is used up, the 
holding metal is ground to ex- 
pose the next diamond. 


Wheel Dresser, Diamond 


F. F. Gilmore & Co., 112 
Dartmouth St., Boston, Mass. 
(Vol.79,p.508. ) 


“Trumore” diamond grinding 
wheel dressers have a ball joint. 
Thus, the operator can loosen 
one nut and bring a sharp cor- 
ner of the diamond into correct 
position against the wheel. The 
nib can be turned in any direc- 
tion and rotated. 


Wheel Dresser, Diamond 


Carboloy Co., Inc., 2985 E. 
Jefferson Ave., Detroit, Mich. 
(Vol.79,p.932.) 


This grade contains an extra- 
coarse mesh of diamonds and 
has been developed to increase 
performance on the larger and 
harder grades of grinding 
wheels used on surface, cylin- 
drical and centerless grinders. 


Work Driver, Lathe 


Seneca Falls Machine Co., 
Seneca Falls, N. Y. (Vol.79, 
p.702.) 


This automatic work driver 
cuts dogging time, so that one 
operator can run one or more 
machines. Eccentric driving 
jaws are mounted on a guided 
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“Trumore” wheel dresser 









STEEL HOLDER 


METAL SHANK 
ATTACHED TO 
MATRIX 


ot OND - 
MPRE GNATED 
MATRIX 


MPREGNATED ORESSE! 


ARBOLOY DIAMOND 


Carboloy wheel dresser 





Seneca Falls work driver 


slide which is free to adjust it- 
self to any eccentricity between 
the center and the outside 
diameter of the work, thus bal- 
ancing the gripping pressure of 
the jaws and eliminating all 
strain on the head center. 





PORTABLE TOOLS 





Drill, Electric, 


Type OB-5 

Signal Electric Mfg. Co., 
Menominee, Mich. (Vol.79, 
p.221.) 

A 4-in. Type OB-5 has 


breastplate-type handle, with de- 


\ 






tachable pipe handle. Over-all 
— is 164 in., net weight, 
Ib. 


Drill, Electric, Portable 


Independent Pneumatic Tool 
Co., 600 W. Jackson Blvd., Chi- 
cago, Ill. (Vol.79,p.637.) 


This tool, the U-14, in the 
3-in. capacity, and the U-13, in 
capacity, 


the ¥s-in. will drill 
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through steel 3 in. thick in 5 
sec. Either fits easily in one 
hand, weighs 3% lb. 


Drill, Electric, 3/16-In. 


Chicago Pneumatic Tool Co., 
6 East 44th St., New York, 
N. Y. (Vol.79,p.344.) 


This ‘No. 815 universal tool 
is rated at ws in., weighs 4 lb. 
Length over-all, 74 in. Ball 





bearings are employed through- 
out. The chuck screws onto the 
threaded spindle. 


Drills, Electric, 
Ball-Bearing 


3341 Elston 
(Vol.79, 


Skilsaw, Inc., 
Ave., Chicago, Ill. 
p.841.) 


New models are ¥ and 3 
in. high production types, also 
&, 2 and @ in. heavy-duty models 











for drilling and reaming. Hous- 
ings are die-cast aluminum al- 
loy. 


Drills, Electric, 
Universal 


Chicago Pneumatic Tool Co., 
6 E. 44th St., New York, N. Y. 
(Vol.79,p.934.) 


Drills are made in sizes from 
fs to 1 in. Typical features of 
the heavy-duty,  side-handle 
drills and pistol-grip drills are 
a high-torque, high-powered 
motor, helical armature gearing, 
and safety-type trigger. 











Drill, Electric, 
“Junior” Y2-In. 


Black & Decker Mfg. Co., 


Towson, Md. (Vol.79,p.904.) 


The 4-in. “Junior Drill” has 
Compo oil-less bearings, safety 

















switch, 3-jaw chuck and key, 
spade handle and auxiliary pipe 
handle. Weight, 10% Ib. 


Drill, Penumatic, 
Type E-50-C 


Rotor Air Tool Co., Cleve- 
land, Ohio. (Vol.79,p.677.) 


The Type E-50-C pneumatic 
drill is manufactured in both 
reversible and  non-reversible 
types and in two speeds. The 





450 r.p.m. model is rated at 4% 
in. drilling and +4 in. reaming 
capacity; the 360 r.p.m. model 
is rated for 1 in. drilling and 
+# in. reaming capacity. 


Flexible-Shaft Tool, 
“KG Vari-Speed” 


Dumore Co., Racine, Wiis. 


(Vol.79,p.906.) 


The shaft can be run while 
bent in a U-shape, permitting 
the operator to work in “hard to 
get at” places. 


An improve- 





ment is the speed control by 
means of an electric governor. 
The flexible shaft is 43 in. in 
length. The chuck has a 3 in. 
capacity. 


Grinder, Abrasive-Band 


Walls Sales Corp., 96 War- 
ren St., New York, N. Y. (Vol. 
79,p.508. ) 


The “Hormel-M” is applic- 
able to roughing, smoothing and 
fine finishing. An eccentric ten- 
sion device, lever operated, per- 





os. 





mits quick change of abrasive 
bands. The table size is 44x9 
in.; belt size, 4x363 in. 


Grinders, Buffers and 
Sanders, High-Cycle 


Rotor Air Tool Co., Cleve- 
land, Ohio. (Vol.79,p.676.) 


A line of high-cycle electric 
tools includes the following: 4-, 
6-, and 8-in. grinders, 6- and 
8-in. buffers, 7- and 9-in. disk 
sanders, and 6-in. right-angle 





grinders. These tools are made 
in two weight classes, 13 and 
15 lb. Improved construction 
allows space for twelve excep- 
tionally large air channels in 
the casing to afford proper cool- 
ing. 


Grinder, Pneumatic, 
Type D-O-2 


Rotor Air Tool Co., Cleve- 
land, Ohio. (Vol.79,p.677.) 


The Type D-O-2 6-in. grinder 
weighs 9 Ib., has a twin-rotor 

















type motor. A four-port gover- 
nor responds instantly to the 
load applied. 


Grinder, Electric, Hand 


3310 Elston 
(Vol.79, 


Skilsaw, Inc., 
Ave., Chicago, Ill. 
p.190.) 

This compact electric tool is 


designed for production work, 
repairing, and die and mold 





making. It operates on either 
ac. or d.c., delivering 18,000 
r.p.m. Weight, 2% Ib. 


Grinder, Electric, Hand 

Chicago Wheel & Mfg. Co., 
1101 W. Monroe St., Chicago, 
Ill. (Vol.79,p.476.) 


The deluxe “Hand-ee” grin- 
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der weighs only 15 oz., though 
the tool has a speed of 25,000 
r.p.m., and ample power to 
drive a variety of different ac- 
cessories. Alumilited duralumin 
is employed in the body of the 
tool while molded Bakelite parts 
are used as bearing retainers and 
for end caps. It is 6 in. in over- 
all length and 1% in. in diameter. 


Grinder, Pneumatic, 
Hand 


Onsrud Machine Works, Inc., 
3900 Palmer St., Chicago, IIl. 
(Vol.79,p.189. ) 


The MD-1 develops 3 hp. and 
50,000 r.p.m. on usual factory 
air pressure and weighs but 1 





lb. 15 oz. The grinder is par- 
ticularly adaptable for die grind- 
ing, milling and internal grind- 
ing. 


Grinder, Pneumatic, 
Hand 


Monnier Bros., Inc., Algonac, 
Mich. (Vol.79,p.775.) 


A super-speed air grinder, de- 
veloping approximately 100,000 
r.p.m., is constructed of alumi- 





num and steel, with the shaft 
revolving in ball bearings. The 
device weighs 8% oz. 


Hammer and Twist Drill, 
*Do-All”’ 


Wodack Electric Tool Corp., 
4627 W. Huron St., Chicago, 
Til. (Vol.79,p.445.) 


By opening the chuck and 
loosening a capscrew, the ham- 








ome aed Lf) 
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or 


mer member may be removed 
and the tool used as an electric 
drill with a capacity of @ in. 
It may also be used as a port- 
ible grinder and buffer. 


Nut Runner, Screwdriver 
and Drill 


Buckeye Portable Tool Co., 
Dayton, Ohio. (Vol.79,p.715.) 


The No. 21-S screwdriver is 
equipped with a positive clutch 
which can be supplied for re- 
versible operation. Speeds are 
500, 750 and 1,000 r.pm. Ca- 














14 


12 and No. 


pacity, No. 
screws. 

No. 60-N nut runner has a so- 
called “shockless” clutch. Speeds 
are 300, 500 and 750 r.p.m.; 
capacity, §-, #s- and 4-in. nuts. 

The No. 51-5400 high-fre- 
quency grinder is available in 
two speeds ; 5,400 or 8,500 r.p.m., 
and uses either 4-in. grinding or 
buffing wheels. 


Sander, Disk, Pneumatic 


Rotor Air Tool Co., Cleve- 
land, Ohio. (Vol.79,p.677.) 


A disk sander carrying a 9-in. 
sanding pad and weighing only 





10 lb. is designated as the Type 
B-1. This sander is equipped 
with a motor of the twin-rotor 
external-blade type. 


Sander, Disk, Electric 


Black & Decker Mfg. Co., 
Towson, Md. (Vol.79,p.707.) 


The /7-in. Super - Service 
sander is for heavy-duty sand- 
ing and metal finishing on a 











ligh-speed production basis. 
Standard voltage is 110 volts. 
The Junior Drill is available 
for the following voltages: 32, 
110, 220 or 250 volts. 
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Screwdriver, Electric 


Buckeye Portable Tool Co., 
Dayton, Ohio. (Vol.79,p.506.) 


The “Hercules”  high-fre- 
quency electric screwdriver, des- 
ignated as No. 21-S, is used 
principally for screwdriving on 





the production line, but with the 
use of an extra nut socket it may 
be adapted for light nut running. 
Capacity: No. 12 and 14 screws, 
Ys and 3 in. nuts. 


Shear, Portable 


Stanley Electric Tool Div., 
Stanley Works, New Britain, 
Conn, (Vol.79,p.810.) 


No. 16 “Unishear” is designed 
primarily for shops doing con- 
tinuous production work on 
tough sheet materials to 16-gage 
hot-rolled steel. The Unishear 











lines, 


straight 
angles and notches without burr 


cuts curves, 
or distortion. The unit weighs 
10% lb. and is 134 in. long. 


Wrench, Impact, Pott 


Ingersoll-Rand Co., 11 Broad- 
way, New York, N. Y. (Vol. 
79,p.62. ) 


The Pott impact wrench em- 
ploys a rubber “accumulator.” 
Torque from the motor is ap- 
plied to the accumulator which, 
in twisting, becomes shortened, 





lifting the hammer from en- 
gagement with the anvil. The 
hammer is then released and is 
spun forward to the next en- 
gagement, thus delivering a 
powerful blow. 


Tapping Adapter 
for Drills 


American Machine & Foun- 
dry Co., Wahlstrom Tool Divi- 
sion, Brooklyn, N. Y. (Vol.79, 
p.840.) 


Designed for increasing the 
usefulness of Van Dorn and 
Black & Decker electric drills, 














this adapter eliminates the ne- 
cessity of a reversible drill, the 
reversing action being built into 
the tapping unit. At the slight- 
est backward motion, the tapper 


reverses. Capacity is 4-in. in 


steel. 


Trolley Duct 


Square D Co., Detroit, Mich. 
( Vol.79,p.279. ) 


A system for providing mo- 
bile electric circuits for portable 
tools, so that the work can be 
followed along conveyors and 
assembly lines without the use 
of long, unwieldy and danger- 
ous cords and cables, _ the 
“Trolley-Square-Duct” consists 
of an almost entirely closed duct 
containing stationary buses, 
along which travels a carriage 
or trolley. Collector wheels of 
the trolley transmit the current 
by means of wires connected 
to the tools. Feeders or sub- 
feeders can be brought into the 
system at any point. 
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Trolley Duct in use on an auto- 
motive assembly line 


Balancers, Portable Tool 


Independent Pneumatic Tool 
Co., 600 W. Jackson Blvd., Chi- 
cago, Ill. (Vol.79,p.568.) 


The capacity of Thor bal- 
ancers for portable tools and 
other suspended equipment (AM 
—Vol. 74, p. 888) has been 
increased to 200 lb. Four sizes 
are equipped with locking and 
unloading devices. 





SMALL 


TOOLS 





Belt Cutter, Alligator 


Flexible Steel Lacing Co., 
4607-31 Lexington St., Chicago, 
Ill. (Vol.79,p.605.) 


In an 8-in. flat-belt cutting 
tool the cut is made by pushing 
the knife through the belt from 


| 





one edge to the other. The belt 
is held by an equalizing clamp. 


C-Clamp, Miniature 


Adjustable Clamp Co., 417 


“Pony” miniature C-clamps 
have a 1 in. depth of throat and 
openings of 1 and 2 in. Frames 
are made of malleable iron, and 
the foot is smoothly ground and 
cadmium plated. 


Drills, Hammer, 
Double-Ended 

Brush Nail Expansion Bolt 
Co., Greenwich, Conn. (Vol. 
79,p.222.) 


The drills comprise “Double 
Enders,” drills pointed at both 


i 
se) 


ends, a holder and a collet for 
each diameter drill. Electric 
hammer drill chucks are fur- 
nished to adapt double enders to 
all power hammers. 


Files, Mill-Tooth 


Nicholson File Co., Provi- 
dence, mo (Vol.79,p.249.) 


“Superior” brand files have 
curved teeth so that they shear 
off metal rather than tear it off. 
These files are made in rigid 
and flexible types. The files 
are made in fifteen designs. 


Hacksaw Blades and 
Frames, ‘““Whale”’ 


Forsberg Mfg. Co., Bridge- 
port, Conn. (Vol.79,p.474.) 


The Whale “Mo-Hy” hack- 
saw blades are made of Mo- 
Tung high-speed steel. Hand 
blades are available in nine 
sizes, while heavy power blades 
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are offered in 30 sizes. Heavy- 
duty, nickle-plated hacksaw 
frames have “Lumarith” plas- 
tic handles, are adjustable for 
8 to 12-in. blades. 


Jack, Hydraulic 


Blackhawk Mfg. Co., Mil- 
waukee, Wis. (Vol.79,p.347.) 


A portable hydraulic jack, 
known as the “Porto-Power”, 
makes possible many repair jobs 
ordinarily handled only in spec- 
ialized shops. Separation of the 
pump and ram of the jack into 
two units, connected by a rein- 


tea Ae ng 


- 









forced flexible hose, affords a 
hydraulic pressure equipment of 
great _ flexibility. Seven-ton 
power may be delivered in any 
direction by the ram. A group 
of 30 attachments is provided as 
standard equipment. The ram 
plunger travels 68 in. 


Saw, Hole 


E. C. Atkins & Co., 402 S. 
Illinois St., Indianapolis, Ind. 
(Vol.79,p.932.) 


A hole saw for cutting holes 
or plugs of any size from § to 44 
in. in diameter has the blade 
replaceable in a permanent saw 
holder. Alloy steel blades have 
fourteen teeth per inch. 
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Marking Tool, Metal 


Quality Die Co., South Chi- 
cago, Ill. (Vol.79,p.541.) 


Of two types of metal-mark- 
ing devices, one contains all the 
letters of the alphabet and the 
numerical digits from 1 to 10 
on a single wheel. A single 











character is impressed at a time. 

The second marker is a mul- 
tiple-wheel device supplied with 
any number of wheels, and each 
wheel contains ten, twelve or 
fourteen characters, either fig- 
ures or letters, or both. 








Stamp, “‘Numberall” 


Numberall Stamp & Tool 
Co., 379 Huguenot Ave., Hu- 
guenot Park, Staten Island, 
N. Y. (Vol.79,p.810.) 


Intended for use on all metals, 
excluding hardened and tem- 


pered steels, the numbering 
stamps have wheels made of 
hardened tool steel. Setscrew 


regulates for depth of stamping. 

















Files, Rotary 
File 


Co. 
(Vol.79,p.936.) 


Rotary Stratford, 


Conn. 


The accompanying mill-cut 
files at the left are suitable for 
cleaning narrow and deep re- 
cesses in aluminum, soft brass 
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and sil... The center group 
and the right-hand group show 
various shapes of hand-cut files 
and wheels. 


Wrench, 
**Non-Sparking”’ 

J. H. Williams & Co., 75 
Spring St., New York, N. Y. 
( Vol.79,p.570. ) 

The “Non-Sparking” open- 


end safety wrench, is especially 
adapted for use in industries 
where great fire hazard exists. 
The material used in _ these 
wrenches is_ beryllium-copper, 
drop forged and _ heat-treated. 
They are available in both sin- 
gle- and double-head patterns. 
It is claimed that these wrenches 
are practically as strong as simi- 
lar steel wrenches. 





Wrench, Pipe 
Walworth Co., 60 E. 42nd St., 


New York, N. Y. 
746.) 


A renewable lower jaw of 
hardened steel, with cross 
tongues seating into cross slots 
in the handle, is locked in place 
in this improved pipe wrench 
so as to eliminate backward 
shear on its pin and prevent 
loosening in service. 


(Vol.79,p. 








—— 








GAGING, MEASURING AND 
TESTING EQUIPMENT 





Caliper Rule, Stainless 
Brown & Sharpe Mfg. Co., 


Providence, R. I. (Vol.79,p. 
931.) 
No. 391. A stainless steel 


caliper rule is made only in 3 
in. lengths and is graduated as 


Wi 


bil 


* ger & 


ae tibetan " | 


first corner in 8ths; 
l6ths; third 


follows: 
second corner in 
corner in 32ds; fourth corner 
in 64ths. The‘slide is gradu- 
ated in 32ds and 64ths. 


Camera, Ortho-Stereo 


Bausch & Lomb Optical Co., 
Rochester, N. Y. Vol.79,p.742.) 


Rendering an object in three 
dimensional perspective, and 
supplying the eye with an im- 
pression that the ordinary flat 




















photograph cannot achieve, the 
Ortho-Stereo camera employs 
the principles of stereoscopy in 
photography. It will supply 
pictures that may be observed 
under the following magnifica- 
tions: 1X, 1.7X, 3.75X, 6.6X, 
11X, and 24X. 


Comparators, 
Nos. 1 and 3 


Sheffield Gage Corp., Day- 
ton, Ohio. (Vol.79,p.411.) 


The No. 1 “Visual Gage” is 
both a rapid inspection gage for 
close-tolerance production work 
and also a precision comparator. 
A relative movement of 0.000025 
in. between the anvils covers a 
space of 4 in. or one unit on the 
illuminated dial. 

The heart of the gage con- 
sists of four flat reeds, so ar- 
ranged that when a part is in- 
serted between the anvils, one 












































set of reeds is put in compres- 
sion and the other set in ten- 
sion. Movement resulting from 
the equalization of these stresses 
causes the pointer to move 
across the reading scale. A dia- 
mond tipped upper gaging ele- 
ment minimizes effects of wear. 
The lower anvil is furnished in 
two interchangeable types, one 
flat for the gaging of flat sur- 
faces and outside cylindrical di- 
ameters; the other, of a mandrel 
type, for gaging internal diame- 
ters. Maximum head travel is 
6 in. 

The No. 3 Visual Gage dif- 
fers from the No. 1 in that it 
operates on a 1,000-to-1 mag- 
nification instead of 5,000-to-1. 


Comparator, Model 110 


Federal Products Corp., 1144 
Eddy St., Providence, = £ 
(Vol.79,p. 901. ) 


The Model 95 clear vision in- 
dicator is used on the Model 
110 clear vision dial compara- 
tor. This instrument measures 











a half of 1/10,000 of an inch. 
The indicator is raised and low- 
ered by means of the right-hand 


knob. The anvil illustrated is 
standard. 


Eyepiece, Grain-Size 
Measuring 


Bausch & Lomb Optical Co., 
Rochester, N. Y. (Vol.79,p.742.) 


For direct reading rather 
than a mental comparison be- 
tween the magnified image and 
a series of standard photomi- 
crographs or charts, the grain- 
size measuring eyepiece can be 
employed equally well visually 
and in photomicrography. To 
adapt the eyepiece to photomi- 
crography, the eye lens has been 
fitted in a sliding sleeve. 


Eyepiece, Ampliplan 


Bausch & Lomb Optical Co., 
Rechester, N. Y. (Vol.79,p.742.) 


Designed to give an unusu- 
ally flat field, the Ampliplan 
eyepiece compensates for the 
curvature of field common to 
microscope objectives, by means 


of a negative lens combination. 
It is intended only for projec- 


tion or photomicrography. Am- 
pliplans are _ classified low, 
medium and high, and should 
be used with 16 mm., 8 mm., 


and all high-power dry and oil 
immersion objectives. Magni- 
fying power is 5X for low, 
5.5X for medium, and 6X for 
high. 


Gage Block Set, 
Johansson, No. 2 
Ford Motor Co., Johansson 


Div., 3674 Schaefer Rd., Dear- 
born, Mich. (Vol.79,p.715.) 


This set of Johansson gage 
blocks and accessories consists 
of 35 gage blocks and 4 acces- 
sories in a walnut case, which 
will make 80,000 different inside 





and 80,000 different outside 
gages in consecutive steps 
of 0.0001 in. steps from 0.300 
in. to more than 8.0 in. The ac- 
cessories include two 0.250-in. 
jaws and two adjustable hold- 
ers, sizes 0 to 4.125 in. and 0 
to 8.875 in. 


Gage, Dial, Upright 


B. C. Ames Co., Waltham, 
Mass. (Vol. 79,p.187.) 


Upright dial gage No. 13 has 
been made to support the dial 
more rigidly. The cast-iron 
base with ground top surface 





8x8 in. an upright 


supports 
steel column that extends 9Ys 


Dial is 
indicate 


in. above the base. 
graduated 0-50-0 to 
thousandths. 


Gage, Height, Convertible 


George Scherr Co., 128 La- 
fayette St., New York, N. Y. 
(Vol.79,p.508. ) 


This Mauser tool consists of 
a toolmakers’ caliper provided 
with knife-edge points at the 
rear of the jaws. For use as 
a height gage, a lapped base is 
furnished in which the caliper 
is located and held by a center- 
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ing clamp screw. Verniers are 
provided for reading in 0.001 
and 1/128 in. 


Gage, Dial, Pocket 


B. C. Ames Co., Waltham, 
Mass. (Vol.79,p.250.) 


A gage that measures thick- 
ness of sheets 2 in. in from the 





edge has capacity for materials 
up to #6 in. in thickness. The 
dial is graduated to indicate 
thousandths. 


Gages, Plug, Lapped 


E. Third St., 
(Vol. 


Cimatool Co., 
at June, Detroit, Mich. 


*79,p.712.) 


“Sheffield” precision lapped 
plug gages are made in both 
straight and tapered styles. 


Under a high-powered micro- 
scope the fine lapping cuts show 


equal distribution and crossed 
paths. 














Gage, Thickness 


General Electric Co., Schenec- 
tady, N. Y. (Vol.79,p.838.) 


Permitting quick and conve- 
nient measurements of the 
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thickness of porcelain enamel, 
paint or other non-magnetic 
materials which have been ap- 
plied to or laid on flat sheets 
or plates of steel or iron, the 
electric thickness gage weighs 
only 7% lb. complete, and can 
be used portably wherever a 
110-volt, 60-cycle power supply 
is available. 


Indicator, Dial 
Model C-10 


Frank E. Randall, 248 Ash 
St., Waltham, Mass. (V0l.79, 
p.638. ) 


Model C-10 Randall & Stick- 
ney indicator is a small, long- 
range indicator which reads in 

















ten-thousandths of an inch. It 
has a range of 0.3 in. 


Indicator, Model 866 


Federal Products Corp., 1144 
Eddy St., Providence, R. 1. 
(Vol.79,p. 714. ) 


In the “Clear Vision” indi- 
cator the inspector merely spots 
the zero point and notices the 
deviation of the needle. The 

















dial is limited in scope, there 
being only twelve graduations 
representing ten-thousandths, 
plus or minus, instead of the 
usual round dial. 


Clamp Attachment, 
Dial-Indicator 


Brown & Sharpe Mfg. Co., 
Providence, R. I. (Vol.79,p.29.) 


Clamp attachment No. 734A 
is for use with dial test indica- 
tors Nos. 730 and 733. This 
clamp has a maximum capacity 
of 23 in. in diameter and is 
quickly attached to arbor, spin- 
dle or similar machine part. 
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Indicator, Model 95 
Federal Products Corp., 1144 


Eddy St., Providence, R. I. 
(Vol.79,p.837. ) 

Although the Model 95 
“Clear Vision” indicator can 


be used for laboratory purposes, 
it is rugged and mechanically 

















suited for shop use, either pro- 
duction or inspection. The dial 
has 0.00005 in. graduations and 
gives both plus and minus in- 
dications. 


Micrometer Calipers, 
Nos. 8S and 10S 


Brown & Sharpe Mfg. Co., 
Providence, R. 1. (Vol.79,p. 
344.) 


The threads of the measuring 
screw are ground in a high 
chromium, high-carbon _ steel 
spindle. This steel is also used 
in the anvil. Stainless steel is 





used for the frame, thimble, bar- 
rel and all of the unhardened 
parts. The No. 8S is made to 
measure 0 to 1 in. by thou- 
sandths of an inch. The No. 
10S measures 0 to 1 in. by ten- 
thousandths, as well as thou- 
sandths of an inch. 


Micrometer Caliper, 
Bench-Type 


Brown & Sharpe Mfg. Co., 
Providence, R. I.  (Vol.79,p. 
542.) 


No. 240 RS bench microme- 
ter caliper for inspectors, watch- 
makers and manufacturing jew- 
elers reads to ten-thousandths 
of an inch direct by an auxili- 
ary thimble and has a range o 
measurements of 0 to 1 in. 
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Micrometer, Dial 


B.C. Ames., Waltham, Mass. 
( Vol.79,p.506. ) 


Dial micrometer No. 23 is 
thin and compact for a gage of 
4 in. capacity. A small hand 





on the dial face indicates the 
number of large hand revolu- 


tions. A knurled barrel at the 
top is turned to operate the 
spindle. 


Microscope, Electro- 
Platers 


Bausch & Lomb Optical Co., 


Rochester, N. Y.  (Vol.79,p. 
742.) 
Making it possible for the 


plater to determine the exact 
thickness of plating at any de- 
sired place, the electro-platers 
microscope magnifies to such an 
extent that a plate 0.001 in. 





thick appears to be 3 in. thick. 
It consists of a monocular mi- 
croscope stand equipped with 


both coarse and fine adjust- 
ments, an achromatic objective, 
a Filar micrometer eyepiece, a 
vertical illuminating unit for 
lighting the specimen, and a me- 
chanical stage. 


Projectors, Contour 


Bausch & Lomb Optical Co., 
Rochester, N. Y. (Vol.79,p. 
684.) 


The four objectives provided 
with the large projector give 
powers of 10, 25, 50 and 100 
times, whereas the small instru- 











ment uses objectives of 25, 50 
and 100 times. All objectives 
are interchangeable and so ad- 
justed and coordinated that the 
act of replacing one or the other 


gives an image of the exact 
magnification rated on the lens 
system. 


The smaller projector is pro- 
vided with a vertical translu- 
cent screen upon which the 
outline of an object may be 
traced, and an opaque horizon- 
tal screen, formed by a small 
retractable drawing board, upon 
which paper or original draw- 
ings may be attached. 

Several types of screens are 
provided with the large projec- 
tor. It is also equipped with a 
goniometer chart with a large 
circular screen inscribed with 
index lines. The work table 
moves vertically for focusing or 
to accommodate objects varying 
in thickness. 


Protractor, Optical 


Bausch & Lomb Optical Co., 
Rochester, N. Y.  (Vol.79,p. 
803.) 


Intended for use in setting up 
work on jig boring, milling, 
drilling, grinding, planing and 
shaping machines, the optical 
protractor measures angles to 
one minute of arc. The instru- 





ment is built upon an adjustable 
base, and the ring center re- 
volves, carrying with it a level 


vial and _ protractor scale 
equipped with a vernier scale. 

After truing the base, the 
center ring is revolved by hand, 
or by micrometer screw, until 
the required angle appears on 
the scale. The protractor is 
then placed upon the work 
which is turned until the level 
bubble becomes central. 


Stroboscope, “Strobotac” 


General Radio Co., 30 State 
St., Cambridge, Mass. (Vol. 
79,p.905. ) 


The “Strobotac” measures 
speed by adjusting the flash 
rate until the rotating object 
appears stationary; the flash 








rate is then read off of a scale 
which may be calibrated direct- 
ly in r.p.m. The Type 631-A 
has a flashing rate extending 
from 600 to 12,000 fiashes per 
min. 


Testing Machine, 
Spring, Type RP 


Coats Machine Tool Co., 110 
W. 40th St., New York, N. Y. 
(Vol.79,p.937.) 


Type RP “Elasticometer” 
spring testing machine is for 
loads up to 750 lb. Drive con- 
sists of two racks operated by 





hand lever and pinions. Two 
models weigh to 500 and 750 
Ilb., respectively. Production, 
600 springs per hr. 


Testing Machine, Gear, 
“‘Parkson” 


Geo. Scherr Co., 128 Lafayette 
St., New York, N. Y. (Vol. 
79,p.569. ) 


The 24- and 36-in. Parkson 
gear testing jigs are manufac- 
tured by J. Parkinson & Son, 
Shipley, England. Gears are 
tested in pairs. One arbor is 
fixed in a carriage which is 
mounted on slideways on the 
bed. The other arbor is carried 
by the floating carriage which 
has a limited movement longi- 
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A scale is attached 
to the adjustable carriage, and 
a vernier to the floating car- 
riage, so that distance between 


tudinally. 


centers may measured to 
0.001 in. Variations of the cen- 
ter distance or .movements of 
the floating carriage caused by 
defects of the teeth or by ec- 
centricity of the bore may be 
noted on the dial indicator car- 
ried at the end of the jig. A re- 
cording device traces a line on 
the circular chart. 


Testing Machine, 
Torsion Impact 


Baldwin-Southwark —Corp., 
Philadelphia, Pa. (Vol.79,p. 
379.) 


This machine has available at 
1,000 r.p.m., 50,000 ft.-lb. of en- 
ergy, sufficient to test any 





known steel specimen in diame- 
ters up to 1 in., and many steels 
up to 13 to 1% in. in diameter. 


X-Ray Machine, Mobile 


General Electric Co., Sche- 
nectady, N. Y. (Vol.79,p.808.) 


Model KXC-1 is mounted on 
a truck for inspection of the 
welds. Exposure time is auto- 
matically controlled by a mag- 
netically operated shutter and 
the machine is capable of pro- 
ducing radiographs of Class 1 
pressure vessels in 4-in. rolled 
steel. 





Motive power of the Baker 
truck upon which this equip- 
ment is mounted is used only 
to carry it the full length of 
the vessel being examined. The 
entire equipment and truck are 
carried from one job to another 
by means of an overhead crane. 


X-Ray Machine, 
Conveyor-Type 


Adrian X-Ray Mfg. Co., 3535 
N. Palmer St., Milwaukee, Wis. 
(Vol.79,p.508. ) 


As products pass through the 
machine on a conveyor belt, the 
operator looks through an eye- 
piece to get an interior view of 
each unit by fluoroscopic means. 
The machine also has a radio- 
graph attachment for making 
X-ray photographs. 








ELECTRICAL EQUIPMENT 





Motor with 
Magnetic Brake 


Electric Specialty Co., Stam- 
ford, Conn. (Vol.79,p.219.) 


When no electrical power is 
applied to the motor terminals, 
calibrated springs press the sta- 
tionary and rotating disks to- 





gether. As soon as electrical 
power is applied to the motor, 
electromagnets counteract the 
action of the springs. 


Motors, Torque 


Electric Specialty Co., Stam- 
ford, Conn. (Vol.79,p.220.) 


Torque motors for special re- 
quirements have been designed 
for controlling valves, for op- 





for 
and 


erating water-tight doors, 
elevator door operation 
many other applications. 


Motors, A.C., Convertible 


Harnischfeger Corp., W. Na- 
tional Ave., Milwaukee, Wis. 
(Vol.79,p.221.) 


A line of convertible squirrel- 
cage and split-ring induction 
motors is offered in all standard 
frequencies. The feature of 
these two motors is their ready 





convertibility from open type to 
fan cooled, splash-proof or to- 


tally inclosed construction. Rat- 
ings, 4 to 125 hp. 
Motors, Machine- 
Tool, Special 
Century Electric Co., St. 


( Vol.79,p.679. ) 


Louis, Mo. 


Squirrel-cage, normal-torque 
and high-torque motors espe- 
cially designed for such appli- 
cations as machine tools have 
special attention to mechanical 





stability which has been found 
essential to the successful opera- 
tion on this type of application. 
These motors are available in 
sleeve or ball-bearing designs 
and in sizes 600 hp. and smaller. 


Contactors 


Westinghouse Electric & 
Mfg. Co., East Pittsburgh, Pa. 
( Vol.79,p.713.) 


Suitable for machine-tool ap- 
plications, a line of 15- and 25- 
amp. contactors confine the arc 
within the “Deionizing” cham- 
ber to permit a compact design 
for built-in applications. The 
100-150 ampere “De-Ion” con- 
tactors have high rupturing ca- 
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100-150 amp. contactor 


pacity which permits long con- 
tact life under repeated opera- 
tion. 


Contactors, Heavy-Duty 


General Electric Co., Schenec- 
tady, N. Y. (Vol.79,p.840.) 


For heavy-duty service, where 
continuous operation is an essen- 
tial factor CR2800 contactors 
are equipped with “rocker” bear- 





ings which are practically un- 
affected by wear. All frames 
are drilled for mounting mechan- 
ical and electrical interlocks. 


Contactors, Magnetic, 
“*Line-Arc”’ 


Electric Controller & Mfg. 
Co., 2698 E. 79th St., Cleveland, 
Ohio. (Vol.79,p.906.) 


For use on mill and crane 
machinery controllers and other 
d.c. applications up to and in- 
cluding 800-amp. capacity, these 
contactors rupture the arc harm- 
lessly in a narrow path or line 
centered between, but not touch- 
ing, the arc shields. Operating 
























































































coils are designed for continu- 
ous operation on 230 volts. 


Contactors, Built-In, 
100-300 Amp. 


Electric Controller & Mfg. 
Co., 2698 FE. 79th St., Cleveland, 
Ohio. (Vol.79,p.932.) 


Type LTZ “Line-Arc” con- 
tactors in 100-, 150- and 300- 
amp sizes for built-in use are of 





aluminum-alloy construction for 
high-speed operation. Single-, 
double- and triple-pole types. 


Starter, A.C. 


Monitor Controller Co., 51 S. 
Gay St., Baltimore, Md. (Vol. 
79,p.187.) 


This starter is intended for 
use with squirrel-cage motors or 
as a primary contactor for 
wound-rotor motors in conjunc- 
tion with suitable secondary 
rheostats. Standard features: 
Automatic reset overload; man- 
ual reset overload operative 
from a button in the cover; 
start and stop push button in 
the cover. 


Starter, Motor 


Condit Electrical Mfg. Corp., 
Boston, Mass. (Vol.79,p.775.) 


An __across-the-line motor 
starter for general-purpose in- 
stallations, Type A-32 is rated 
25 hp. at 440 and 550 volts, 15 
hp. at 220 volts, and 74 hp. at 
110 volts. 

















Starter, Motor, Automatic 


Lincoln Electric Co., Cleve- 
land, Ohio. (Vol.79,p.809.) 


A red stop button extends 
around and beyond the green 
start button. Consequently, a 
bump or fall against the con- 
trol would move only the stop 





ae et dl 














button. These starters are fur- 
nished in three types for differ- 
ent horsepowers and 110, 220, 


440 and 550 volts. 


Starter, Motor 


Cutler-Hammer, Inc., 429 N. 
12th St., Milwaukee, Wis. (Vol. 
79,p.602. ) 


The pushbutton motor starter 
is adaptable for almost any 
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fractional - horsepower applica- 
tion, provides protection against 
overloads. The capacity of the 
switch may be varied to provide 
protection for different sizes of 
motors by changing the heater 
coil. 


Switches, Starting, 
Solenoid 


Allen-Bradley Co., 1311 S. 
First St., Milwaukee, Wiis. 
( Vol.79,p.62. ) 


The 50- and 100-amp. sizes 
will handle polyphase motors up 
to 15 hp., 120 volts; 30 hp., 220 








volts, and 50 hp. 440-550 volts. 
Thermal relays give protection 
against overloads. 


Switches, Safety, Type C 


Colt’s Patent Fire Arms Mfg. 
Co., Hartford, Conn. (Vol.79, 
».446.) 


“Colt-Noark” Type C safety 
switches incorporate the Dual- 
break switching principle, pat- 
terned after the “Quadbreak” 





design. A_ sliding switching 
member causes each leg of the 
circuit to be broken at two 
points instead of one. 


Switches, Industrial, 
Type — 


Colt’s Patent Fire Arms Mfg. 
Co., Hartford, Conn. (Vol.79,p. 








The 575-volt Type “A” 
switches are equipped with the 
“Quad-Break” switching mech- 
anism, which provides four cur- 





rent-rupture points in each leg 
of the circuit, thereby reducing 
the arcing tendency. The 250- 
volt Type “A” switches make 
use of the “Dual-Break” switch- 
ing mechanism which breaks the 
circuit at two points in each leg. 


Switch, Drum, Type VI 


Cutler-Hammer, Inc., 429 N. 
12th St., Milwaukee, Wis. (Vol. 
79,p.510. ) 


Small size and high capacity 
rating are features of a drum 
type reversing switch, as Bulle- 





tin 9441, Type VI. It is of the 
across-the-line type, with “twin- 
break” contacts and molded arc 
barriers. Ratings, 1 to 2 hp. 


Switches, Type MS 


Colt’s Patent Fire Arms Mfg. 
Co., Hartford, Conn. (Vol.79,p. 
571.) 


Colt-Noark Type “MS” mag- 
netic motor starting switches are 
made in two styles; local con- 
trol, up to and including 7% hp.; 
remote control, in two sizes, one 
up to and including 74 hp., the 
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other up to and including 25 hp. 
Each line is broken at two 
points, minimizing arcing. 


Switches, Explosion-Proof 


Square D Co., Switch and 
Panel Division, Detroit, Mich. 
(Vol.79,p.935. ) 


Single-throw and _ double- 
throw, not fusible, explosion- 
proof switches have two pipe- 
threaded conduit holes at the 





bottom, and pads on the sides 
and at the top for drilling other 
holes. Two and three poles: 
30 to 200 amp., 575 volts a.c. and 
600 volts d.c. 


Brake, Disk, Style DS 


Magnetic Mfg. Co., Mil- 
waukee, Wis. (Vol.79,p.381.) 
The “Stearns”  high-duty 


Style “DS” disk brake can be 
made for floor or motor mount- 
ing, and can be supplied for 





either a.c. or d.c. Five sizes are 
now in production, ranging from 
10- to 90 ft.-Ib. torque for con- 
tinuous operation. 


Iumination Controller, 
“Photronic”’ 


Weston Electrical Instrument 
Co., Newark, N. J. (Vol.79,p. 
476.) 


A Photronic “electric-eye” 
control which turns lights on 
and off automatically to main- 
tain a pre-determined level of 





adequate illumination has a cir- 
cuit so designed that momentary 
shadows do not affect the auto- 
matic control. 


Lamp, Mercury-Vapor 


General Electric Vapor Lamp 
Co., Hoboken, N. J. (Vol.79,p. 
189.) 


This high-intensity mercury 
vapor lamp is particularly suit- 
able for high bay lighting. It is 
an approach to white light which 
is restful to the eye and enables 


quick visual response even to 
details. The lamp produces 14,- 
000 lumens at a consumption of 
400 watts, or approximately 35 
lumens per watt. It is made with 
a Mogul screw base. 


Mercury Lamp Mountings 
Westinghouse Electric & 


Mfg. Co., East Pittsburgh, Pa. 
(Vol.79,p.906. ) 


For industrial lighting using 
the new 400-watt high intensity 
mercury lamp, these high, me- 
dium and low mounting reflec- 
of aluminum are 


tors suitable 

















for mounting heights of 18 ft. or 
more. The new one-piece Glas- 
steel Diffuser is designed for 
mounting heights of less than 


18 ft. 
Light Meter 

General Electric Co., Nela 
Park, Cleveland, Ohio. (Vol.79, 
p.842. ) 


A light prescribing and meas- 
uring device, called the “Light 








Meter,” is for making illumina- 
tion appraisals. It is 22 in. 
square and 14 in. thick. On the 
front of the meter is a rectangu- 
lar-shaped scale with a range 
from 0 to 75 footcandles. The 
scale also indicates footcandle 
ranges for different seeing tasks. 


Reflectors, 
Mercury-Lamp 
Miller Co., Meriden, Conn. 


(Vol.79,p.929.) 


For use with mercury vapor 
lamps the speciallv designed re- 
flectors include styles and types 
for any type of mounting, for 
practically all industrial loca- 
tions and for color correction of 
mercury-vapor illumination by 
individual or combination equip- 
ment. The combination reflectors 
can be mounted as low as 8 ft. 
from the floor. 


Time Meter, 
Total-Elapsed 


Westinghouse Electric & Mfg. 
Co., East Pittsburgh, Pa. (Vol. 
79,p.572. ) 


For totalizing running or idle 
time on electrically operated ma- 
chinery, the Total Time Meter 
registers hours. A registering 
mechanism having four dials 
registers 9,999 hours, approxi- 
mately 400 days, before repeat- 

ing. 
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FURNACES AND EQUIPMENT 





Furnaces, 
High-Temperature 


Hevi Duty Electric Co., Mil- 
waukee, Wis. (Vol.79,p.278.) 


A line of furnaces operating 
up to 2,300 deg. F. has been 
developed through the use of an 
improved metallic resistor ele- 
ment. The furnace is equipped 
with the Hayes “gas curtain” 
atmospheric control feature for 
providing either oxidizing or re- 
ducing atmospheres. The in- 
stalled capacity is 21 kw. for op- 
eration on 230 volts. The fur- 
nace will heat from room tem- 





perature to 2,300 deg. F. in one 
hour and 35 min. 


Furnace, 
Toolroom, No. 16-F 


American Gas Furnace Co., 
Elizabeth, N. J. (Vol.79,p.836.) 


Low gas consumption of the 
No. 16-F toolroom oven furnace 
is due mainly to the new type of 
insulating refractory lining. A 
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one-valve control feature gives 
regulation of the input over the 
entire operating range, with a 
turndown ratio of six to one. 
These furnaces are regularly 
supplied for operation in the 
1,500 F. range. 


Furnace, Hardening 


Sentry Co., Foxboro, Mass. 
(Vol.79,p.739.) 


This furnace is suited to the 
Sentry diamond block method of 
hardening of high speed steel. 
Heating elements above and be- 
low the muffle assure uniform 
furnace temperatures. Operat- 
ing temperatures up to 2,500 F. 





and 
are 


Terminals 
contacts 
shielded. Normal operating con- 
sumption is 2? to 54 kilowatts, 
maximum rating being 10 kilo- 


are available. 
ali__ electrical 


watts. Furnaces are supplied 
for use with 110 or 220 volts. 


Dilatometer, Model P 


Stanley P. Rockwell Co., 
Hartford, Conn. (Vol.79,p.869.) 


A dilatometer in its simplest 
form, the Model P instrument 
consists of a frame, lever and 
dial with the necessary quartz 
feeler rod and simple screw ad- 
justment. It is indicating and 
non-recording. It finds its great- 
est usefulness as an extra con- 
trol, insurance and guarantee of 

















good hardening of tools and dies. 
It may be used with a great 
range of existing oven and pit- 
type tool-hardening furnaces and 
will indicate precisely the begin- 
ning and end of the steel trans- 
formation. 


Gasifier, Stewart 


Chicago Flexible Shaft Co., 
Stewart Industrial Furnace Div- 
ision, 5600 Roosevelt Rd., Chi- 
cago, Ill. (Vol.79,p.572.) 


A gasifier unit, which may be 
used on any industrial gas-fired 
furnace, is being offered. Oil 
is fed through the unit, which 
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changes it into gas. No change 
in the present function of the 
furnace is necessary and the 
same burners are used. 


Mixer, Gas-Air 


Philadelphia Drying Machin- 
ery Co., 3351 Stockley St., 
Philadelphia, Pa. (Vol.79,p.539. ) 


A proportional mixer to main- 
tain constant gas-air ratio in 
burner applications consists of a 
diaphragm - actuated control 
valve known as the “Zero Gov- 





ernor,” which feeds gas at at- 
mospheric pressure to an in- 
spirator into which the gas is 
drawn and mixed with air. 


Pyrometer Lance, 
“Hold Heet”’ 


Russell Electric Co., 352 W. 
Huron St., Chicago, Ill. (Vol.79, 
p.186.) 


The “Hold Heet” pyrometer 
lance will serve for checking 
temperatures in all applications 
where wall-type pyrometers are 
used. It may be used as a 





“trouble-shooter” and as a check 
tester in existing pyrometer in- 
stallations. Heavy rigid thermo- 
couples can be used without a 
protection tube. 


Oil Burner 


Philadelphia Drying Machin- 
ery Co., 3351 Stockley St., 
Philadelphia, Pa. (Vol.79,p.60.) 


The low-pressure oil burner, 
is designed to achieve efficient 
combustion over a wide range of 
capacities with various grades 
of fuel. There are nine sizes of 





burner ranging from ? to 6 in. 
for pressures ranging from 8 to 
32 oz. air pressure and for ca- 
pacities of 4 g.p.h. and upward. 


Pyrometer Potentiometer, 
Wide-Strip 


Bristol Co., Waterbury, Conn. 
(Vol.79,p.808. ) 


Available in 
multiple-record and_ recorder- 
controller types, the “Wide- 
Strip” pyrometer operates on the 


single-record, 














potentiometer principle of tem- 
perature measurement. The 
pyrometer records on a 12-in. 
chart. and is equipped with a 13- 
in. indicating scale that can be 
easily read at a distance. 


Pyrometer Controller 


Bristol Co., 
(Vol.79,p.805. ) 


Waterbury, Conn. 


The pyrometer controller is 
intended for industrial purposes 
and temperatures up to 3,000 F. 
It has no open contacts, mercury 
switches being used. Mechan- 

















ically operated switches give 
maintained contacts on multiple- 
circuit control as well as on 
single-circuit control. Intermit- 
tent contact can be provided. 


Pyrometer, Indicating 


Thermo Control Devices, Inc., 
1112-14 Milwaukee Ave., Chi- 
cago, Ill. (Vol.79,p.868 ) 


The Wheelco capacitrol, an 
indicating control pyrometer, or 
signal light indicator, is based 
upon the function that the plate 
current of an electron tube in 
oscillating condition is propor- 
tional to the amount of grid ex- 
citation it receives. This current 
is used to actuate the sensitive 
relay containing a mercury tube. 
Scale ranges of this instrument 
are 0 to 400-800-1,200-1,600- 
2,000-2,400 and 3,000 F. 




















MATERIALS HANDLING 
EQUIPMENT 





Conveyor Belt, 
Steel-Mesh 


Acme Steel Co., 2836 Archer 
Ave., Chicago, Illinois. (Vol. 
79,p.443.) 


The improved conveyor belt is 
especially adapted for conveying 
products to drying ovens and for 
sorting and assembling depart- 
ments. The open mesh allows 
free circulation of air, heat, 
water and steam, making it ap- 
plicable for products that must 
be washed, cooled or dried. 


To reduce wear on these rods, 
the holes A are now elongated 
to a point where the entire flat 
surface B of the U-shaped sec- 
tion is utilized as a bearing. 
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Conveyor, Roller, 


Improved 
Logan Co., Louisville, Ky. 
( Vol.79,p.446. ) 


Hexagon shafts prevent ro- 
tation of the shaft in the frame 
and rotation of the bearing race 





on the shaft. A retainer ring in 
each end of the shaft prevents 
lateral movement. 


Conveyor Turntable 


Mathews Conveyor Co., Ell- 
wood City, Pa. (Vol.79,p.902.) 


A 7-ft. diameter turntable re- 
ceives steel in 6-ton coils of 
strip from a straight line of 
conveyors. The turntable serves 

















to place the coils of steel with 
their loose ends in the proper 
position to enter the continuous 
pickler. 


Lubricator, Conveyor- 
Trolley 


J. N. Fauver Co., 
Mich. (Vol.79,p.442.) 


Detroit, 


A pneumatic trolley lubricator 
is offered for conveyors, par- 
ticularly those that pass through 
enamel ovens which tend to 
cake the lubricant, or through 
washing machines where the 
lubricant is broken down and 
washed out. Air passes through 





a Norgren air line lubricator 
which introduces lubricating oil 
of the proper viscosity a drop at 
a time. Thus, a fog of oil is 
applied under pressure to the 
trolley bearings when the de- 
vice is tripped by a trolley pass- 
ing beneath. 


Crane, Yard, 
“Bantam-Weight”’ 


Harnischfeger Corp., Mil- 
waukee, Wis. (Vol.79,p.934.) 


P & H Bantam-Weight crane 
is self-propelling on standard 
rail wheels and designed for 
spur handling of materials. The 
25-ft. boom will lift 7,730 Ib. 





at 10-ft. radius. The crane ex- 
erts a drawbar pull of 3,150 
lb. and travels at speeds from 
18 to 65 mph. The weight 
is 21,000 Ib. 


Control for Cranes 
and Hoists 


Shepard-Niles Crane & Hoist 
Corp., Montour Falls, N. Y. 
(Vol.79,p.29. ) 


A selective 5-speed pushbut- 
ton controller in which the five 
speeds are controlled from one 
button is offered for crane con- 
trol. The operator, increasing 





the pressure of his thumb, feels 
the change as each of the five 
independent speeds are obtained. 
The first speed is a creeping 
speed, and each of the succeed- 
ing four speeds gives a gradual 
increase in torque. 


Crane Stop, Safety- 
Limit, “Youngstown” 
Electric Controller & Mfg. 
Co., 2700 E. 79th St., Cleve- 
land, Ohio. (Vol.79,p.936.) 


For use as a safety device in 


preventing over-hoisting acci- 
dents on overhead traveling 
cranes and other applications, 
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the improved Youngstown safety 
limit stop is of the main-motor 
circuit type. When the limit 
stop is tripped it also brings 
the motor to rest quickly. 


“Grip Lifter” 


Shaw-Box Crane & Hoist 
Co., Inc., Muskegon, Mich. 
(Vol.79,p.742. ) 

The “Grip Lifter” is avail- 


able in two sizes, 8-in. throat, 
5-ton capacity, 14-in. throat, 10- 
ton capacity. The Grip Lifter is 
attached to the crane hoist by 
a cable connection through the 
eye on the top. 

The grip cannot be released 
by a pull on the lever with the 





-—— 








t 
} 
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load suspended in air, as the 
pull must exceed the weight of 
the suspended load. As soon as 
the load is landed in the de- 
sired position, and the weight 
relieved, a pull on the lever will 
release it. 
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Hoist, Electric 


Euclid-Armington Corp., Eu- 
clid, Ohio. (Vol.79,p.381.) 


The helical gears provide a 
drive that is quiet and smooth 
in operation. A patented load 
brake assures safety. A disk 
brake stops the motor positively. 


Hoist, Spur-Gear 


Coffing Hoist Co., Danville, 
Ill. (Vol.79,p.253.) 


This ball-bearing, spur-gear 
hoist is made in capacities of 
4, 1 and 2 tons. In raising the 
load this hoist operates like any 
ordinary chain hoist, but in 





lowering the load, a pull on the 
release rope releases the clutch 
and the load lowers by gravity. 
Lowering speed is controlled by 
a governor. 


Hoist, Hand-Operated 


Shaw-Box Crane & Hoist 
Co., Inc., Muskegon, Mich. 
(Vol.79,p.808. ) 


Designed to operate where 
headroom is limited, the Type 
“WR” hand operated hoist pro- 
vides an exceptionally high heok 
lift. It is built in capacities of 
4, 1 and 2 tons. 
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Hoist, “‘Pul-Lift’’ 


Yale 
Philadelphia, 
p.714.) 


“Pul-Lift” is capable of lift- 
ing loads up to 6 tons. A 
Weston type of self-actuating 
load brake holds the load firmly 


Mfg. Co., 
( Vol.79, 


& Towne 
Pa. 





at all times. The lifting mechan- 
ism consists of a ratchet and 
pawl on the smaller capacity 
models, and a gear reduction on 
the larger sizes. 


Platforms, Skid 


Yale & Towne Mfg. Co., 
Philadelphia, Pa. ( Vol.79, 
p.250. ) 

One of the features of the 


“Featherweight” skid platform 
is the ease with which it is 


handled. A 36x48 in. platform 


om 


weighs less than 40 lb. Legs are 
welded to the deck angles to 
assure rigidity. 


Tractor, Gas 


Mercury Mfg. Co., 4118 S. 
Halstead St., Chicago, Ill. (Vol. 
79,p.343. ) 


The Type D gas tractor is 
equipped with large size pneu- 
tires, 


matic front and rear. 





Overall length is 86 in., width, 
60 in., and outside turning 
radius, 115 in, 


Truck, Lift, Hydraulic 


Lyon Iron Works, 
N. Y. (Vol.79,p.310.) 


This hydraulic lift truck is 
made in three standard capaci- 


Greene, 


ties: namely 3,500 Ib., 5,000 Ib., 
and 6,000 Ib. The frame is made 
of angle iron. Timken roller 
bearings are used in the front 
wheels to take side thrust when 
turning, to make steering easier, 
and to reduce the wear on the 
wheels. Standard lift is 3 in. 


Truck, Hand-Lift 


Yale & Towne Mfg. Co., 
Philadelphia, Pa. (Vol.79, 
p.252. ) 


The Zephyr hand-lift truck 
has been developed for average 
loads from 300 to 1,000 lb. This 
truck will handle a 36x42 in. 








skid platform in a 4 ft. aisle. 
A deck will permit the Zephyr 
to handle loads with or without 
skid platforms. 


Truck, Multiple-Lift 


Barrett-Cravens Co., 3255 W. 
30th St., Chicago, Ill. (Vol.79, 
p.381.) 


Loads can be lifted with eight 
short strokes or four _ full 
strokes. The “S” model is 18 
in. wide and takes platforms 


1 





from 36x48 in. to 36x72 in. The 
“SK” model is 25 in. wide, and 
takes platforms from 48x54 in. 
to 48x84 in. 


Trucks, Ram and 
High Lift 


Mercury Mfg. Co., 4100 S. 
Halstead St., Chicago, Ill. (Vol. 
79,p.738. ) 


oi eet Ai eh 
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ram truck is 
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a non-tilting, high lift model 
with Mercury hydraulic lifting 
action, equipped with a ram for 


carrying a 4,500 lb. load. An 
oversize compartment is pro- 
vided to accommodate extra 


battery capacity. The high-lift 
industrial truck is designed for 
moving and setting heavy ma- 
chinery and similar purposes. 


Truck, “Hylift’’, 5-Ton 


Baker-Raulang Co., Cleve- 
land, Ohio. (Vol.79,p.711.) 


The 5-ton “Hy-Lift” truck 
has a_ streamlined appearance 
which is secured by the elimina- 
tion of all sharp angles and 
placing all control and operating 





mechanism possible within the 
battery compartment inclosure. 
Hoisting is accomplished by two 
double alloy steel roller chains. 
This truck can be furnished in 
any height of lift or platform 
length desired. 


Trucks, Elevator 


Elwell-Parker Electric Co., 
Cleveland, Ohio. (Vol.79,p.903.) 


In the Type ELN-6 elevator 
trucks with telescoping up- 


rights, the platform elevates 624 
in. before inner uprights begin 



















to rise. 
raised to a height of 10 ft. The 
truck is 41 in. wide and 
in. long with a 27x54-in. plat- 
form. 


Loaded skids may be 
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Trucks, Electric, 
Heavy-Duty 


Mercury Mfg. Co., 4100 S. 
Halstead St., Chicago, Ill. (Vol. 
79,p.901.) 


Although the low-lift indus- 
trial truck is built as standard 
with a compartment to accom- 
modate necessary cells for stor- 





age battery operation, the truck 
is equipped with a gas-electric 


unit for continuous operation. 
It has a capacity of 10,000 Ib. 


Truck, Box, Steel 


Stackbin Corp., P. O. 940, 
Providence, R. I. (Vol.79, 
p.740.) 


The truck is 33-in. wide, 19- 
in. long and 23-in. deep, inside 
dimensions. It is constructed of 
20-gage steel, sides and ends. 

















Bottom is made of 18-gage sheet 
steel. Heavy gage steel channel 
is used for the chassis frame. 


Truck, Platform, Steel 


Stackbin Co., Providence, 
R. I. (Vol.79,p.446.) 
These all - steel platform 


trucks are constructed of one 
piece of heavy-gage sheet steel, 
formed into an inverted box 
section, with undersides also 
formed inward and reinforced 
with 4-in. formed channel struts. 
The unit is electrically welded. 
The casters are on the pressed- 
steel type, welded to the under 
side. 


t 
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Truck Caster 


Metzgar Co., Grand Rapids, 
Mich. (Vol.79,p.443. ) 


The yoke of the caster, made 
by the Standard Truck Caster 
Co., Manistee, Mich., but sold 
by the above company, is forged 
as a single unit. Axles are ma- 
chined from cold-rolled steel. 
Ball races are closely machined. 
Diameters, from 2% to 20 in. 
are available. 








PLATING EQUIPMENT 





Plating Barrel 


Udylite Co., 1651 E. Grand 
Blud., Detroit, Mich. (Vol.79, 
p.278.) 


Steel and shock resistant rub- 
ber are used in the construction 
of this plating barrel. The cyl- 
inder consists of a frame work 
into which 
and 


are fitted 
The 


of steel 


rubber rails heads. 





entire steel frame work is 
anodically charged so that it 


does not plate. In the Udylite 
barrel, there is no “treeing.” 
Three danglers on the arbor in- 
sure ample supply of current. 


Plating Dryer, 
Centrifugal, ‘‘Mercil’’ 


Hanson-VanW inkle-M unning 
Co., Matawan, N. J. (Vol.79, 
p.636. ) 


Available in two dryer shell 
sizes, 12x12-in. and 18x18-in., 
the Mercil type centrifugal dryer 
is adapted for use in conjunction 
with plating barrels. Pieces to 

















be dried may be placed directly 
in the perforated shell or in a 
separate basket which fits the 
shell. Floor space, 17x33 in. 


Plating Barrel, 
“‘Handiplater”’ 


Udylite Co., 1651 E. Grand 
Blvd., Detroit, Mich. (Vol.79, 
p.541. ) 


The “Handiplater” is designed 
for plating occasional small lots 
or for production plating of 
small parts. A detachable cylin- 
der makes possible the use of 














any barrel plating solution in 
the same cylinder. The’ anodes 
are held in a small basket sus- 
pended from an arm over the 
bell. Capacity is 25 Ib. 


Plating Machine, 
Semi-Automatic 


1651 E. 
Detroit, Mich. 


Udylite Co., 
Blvd., 


p.935. ) 


Grand 
(Vol.79, 


The work racks are hung on 
a chain conveyor moving at | 
and 4 ft. per min. The semi- 





automatic plating machine is 
made in a wide variety of sizes. 
Model shown is 18 ft. long. 


Brush, Electroplating 


Fernald Mfg. Co., Inc., 
Cortlandt St., New York, N. 
( Vol.79,p.510.) 


Electroplating by the brush 
method makes it possible to re- 
touch parts of damaged stock 


a) 


met SQ 
‘ 


without the necessity of dis- 
placing and replacing fixed ob- 
jects. The anode is contained 
in the brush bristles that 
when the brush is dipped in the 
electrolyte, conditions obtained 


SO 





similar to tank plat- 


are very 
ing. The brush bristles act as 
retainers for the electrolyte, 
and the work itself acts as one 
of the sides of the tank. A 
rectifying unit is available to 
convert a.c. to d.c. which is re 
quired in plating operations. A 
complete line of accessories is 
handled by the company. 
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Rheostat for 
Electroplating 


Udylite Co., 1651 E. Grand 


Blvd., Detroit, Mich. (Vol.79, 
p.27.) 
Close current regulation, 


sturdiness, compact construction 
and simplicity of operation are 


features of the rheostat devel- 
oped for electroplating proc- 
esses. The switches are of the 


self-cleaning, constant-pressure, 
cam type, and provide good con 
tact at low plating voltages. 








TRANSMISSION EQUIPMENT 





Speed Reducer, Planetary 


Ganschow Gear Co., 1013-15 
Washington Blvd., Chicago, Ill. 
(Vol.79,p.250. ) 


Three types of planetary 
transmission have been stand- 
ardized: Type A, direct drive, 





Type B, angle drive, Type C, 
vertical drive. The Type A is 
shown. 


Speed Reducer, Variable 


Ganschow Gear Co., 1013-15 
Washington Blvd., Chicago, Ill. 
( Vol.79,p.342. ) 


The gears of this variable 
speed unit, having a positive re- 
duction drive, will not jam when 
shifting from one ratio to an- 
other by means of the cam shift- 
ing device. Standard ratios of 
4, 5, 6 and 7} to 1, in sizes from 
4 to 25 hp. 





Speed Reducers, 
Motorized 


Link-Belt Co., 
Michigan Ave., 
( Vol.79,p.186. ) 


910 South 
Chicago, Ill. 


A standard round-frame mo- 
tor is secured to the side of 
the reducer housing. These 
reducers are avail- 
reduction for 4 


motorized 
in 


able double 





to 75 hp. in ratios up to 38% 
to 1, and in triple reduction up 
to 30 hp. in ratios up to 292 
to 


Speed Reducers, Plain 
and Motorized, “‘S-B’’ 


Sier-Bath Co., 
58th St., New 
(Vol.79,p.308. ) 


640-50 West 
York, N. Y. 


Speed reducers in plain and 
motorized types and in_hori- 
zontal and vertical models are 
being introduced. Three distinct 
series of speed reductions are 
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offered: ratios up to 20 to 1 
by means of planetary gearing; 
standard ratios between 20 to 
1 and 120 to 1 by the use of the 
gyrating principle; and a spe- 
cial group with ratios between 
120 to 1 and 180 to 1, also by 
means of the gyrating principle. 
Sizes from 4 to 50 hp. are avail- 
able. 


Speed Reducer, 
“*Lectrigear”’ 


Ajax Flexible Coupling Co. 
Westfield, N. Y. (Vol.79,p.342.) 


A helical gear reduction unit 
called the “Lectrigear,” is made 
in sizes ranging from % to 2 hp. 
footless 


Standard motors are 





used without any changes in 
shaft or bearings. Lectrigears 
can be furnished either with or 
without motors. 


Speed Reducer, 
Motorized 


D. O. James Mfg. Co., 1114 
W. Monroe St., Chicago, Ill. 
( Vol.79,p.934. ) 

A horizontal speed reducer 


consisting of a combination of 
spiral bevel gears and continu- 


ous tooth herringbone’ gears 





with a motor mounted on top, 
occupies minimum floor space. 
Range, 1 to 200 hp.; ratios to 
45 to 1. 


Transmission, Variable- 
Speed, “‘Transitorq” 


New Departure Mfg. Co., 
New Britain, Conn. (Vol.79, 
p.440. ) 


Speed changes are obtained by 
varying the position of three 
hardened steel rollers in pres- 
sure contact with hard steel 
races. An automatic pressure 
device keeps the pressure of the 
rollers on the races proportional 
to the torque load, utilizing the 
torque load itself to generate 
the desired pressure. The de- 
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this 


sO sensitive that 
pressure is maintained whether 
the load is continuous, variable 
or shock, which insures positive 


vice is 


driving under all conditions, 
even with extreme overload. 
Ratios vary from 6 to 1 to 
10 to 1, depending on the size 
of the unit, giving speeds of 
from 600 to 3,600 or from 560 
to 5,600 r.p.m. with a standard 
1,750 r.pm. The speed is in- 
finitely variable over the range 


of the unit. A handwheel or 

remote control is utilized for 

speed changing. 

Transmission, 

Motorized, “‘P.I.V.” 
Link-Belt Co., 910 S. Michi- 

gan Ave., Chicago, Ill. (Vol. 


79,p.840. ) 


The transmission can now be 
furnished in five sizes to 15 
hp. and with the following fea- 
tures: Motorized, with motor 














forming an integral part of the 
unit; with or without speed re- 
duction gearing ; with horizontal 
or vertical box. 


Transmission, 
Variable-Speed 


Lenney Machine & Mfg. Co., 
Warren, Ohio. (Vol.79,p.935.) 


Mounted on the input shaft 
are cams, which through yokes, 
connecting links and gear seg- 
ments, operate three over-run- 
ning clutches. Three cam move- 
ments actuate the three clutch 
driving collars with each revolu- 
tion of the input shaft, thus 
providing a uniform and steady 
flow of power. The speed is 
adjustable to a fraction of a 
revolution per minute by turn- 
ing the speed control indicator. 





Transmission, “‘Varidrive”’ 


U. S. Electrical Mfg. Co., 
Los Angeles, Calif. (Vol.79, 
p.475.) 


A geared motor, which offers 
a speed range from 1 to 10,000 
r.p.m. without intricate control 
mechanisms, 
squirrel-cage 
with a 


consists of a 
motor built in- 


tegral variable-speed 





transmission. The latter com- 
prises dual disks coupled with 
a “Varibelt.” Speed changes 
are obtained by varying the ef- 
fective diameter of the disks. 


Transmission, Upright, 
“*Varidrive”’ 
U.S. Electrical Mfg. Co., Los 
Angeles, Calif. (Vol.79,p.902.) 
The “Varidrive” unit in an 
upright design saves space, gives 
the user the option of having the 





take-off shaft at either the high 
or low position. 


Transmission Control, 
Hydraulic 


Reeves Pulley Co., Columbus, 
Ind. (Vol.79,p.685.) 


The “Hydraumatic” hydrau- 
lic automatic control for its 
variable-speed transmission was 
originally developed to meet re- 
quirements for a control which 
would operate from a very light 
pressure on the indicating lever 
and would eliminate all “hunt- 
ing” action. Hydraulic pressure 
is maintained by a motor driven 
pump which furnishes oil to a 




















two-way valve. When the indi- 
cator lever moves the valve it 
sends oil to either side of a 
fluid motor that actuates the 
transmission as required to in- 
crease or decrease its speed. 


Transmission, 
Variable, No. 7 


Reeves Pulley Co., 
Ohio. (Vol.79,p.602.) 


Columbus, 


The largest vertical variable 
speed transmission ever built, 
the No. 7 is 8 ft. 2% in. high, 














in. deep. 


by 5 ft. wide, by 4 ft. 2 
Diameters of the disks are 39 
in., and a V-belt, 12 in. wide 


than 14 ft. long is 
Weight, 5,170 Ib. 


and more 
required. 


Transmission Control, 
Ratchet 


Reeves Pulley Co., Columbus, 
Ind. (Vol.79,p.573.) 


For automatic variable-speed 
regulation through the Reeves 
variable-speed transmission, a 
ratchet control was developed. 
The principle is applicable to 
any requirement calling for 
gradual increase or decrease of 
machine speed over a specified 
period of. time. Increase or de- 
crease in timing of the control 
is permitted by the adjustable 


arm. 
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Base, Speed Reducer 


Reeves Pulley Co., Columbus, 
Ohio. (Vol.79,p.601.) 


For speed reduction through 
use of a gear reducer in connec- 
tion with the ‘“Vari-Speed” 
motor pulley, a standard mount- 
ing for these two units on a 
common base permits the Vari- 

















Speed motor pulley to drive di- 
rectly to the reducer. The gear 
reducer is placed on a sliding 
base bolted to the stationary 
base. It can be adjusted to vari- 
ous positions as required by the 
size of the reduction wanted. 


Belt, Oil-Resisting 


L. H. Gilmer Co., Tacony, 
Philadelphia, Pa. (Vol.79,p.604.) 


Either type of belt, V or flat, 
is practically impervious to the 
destructive inroads of oil. These 
belts have run for long periods 
immersed in oil. 


Belt, Cord, Flat 


United States Rubber Prod- 
ucts, Inc., 1790 Broadway, New 
York, N. Y. (Vol.79,p.903.) 


Due to the cords being im- 
bedded in rubber, the cut edge 
can be run against shiiters. 
Laminated and cut edge con- 
struction permit the use of a 
single ply of duck on each side 
instead of several plies in the 
envelope type. Widths up to 
24 in. 


Belt Plate 


Bristol Co., Waterbury, Conn. 
(Vol.79,p.931.) 


It is impossible to insert the 
rivet except in one position. In 
this position the rivet points cut 
a slot that runs lengthwise with 
the belt. This method does not 
impair the lengthwise fibers of 
the belt, and therefore, does not 
cut down the strength. 





| Sad sided poinrs of rwet 
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Coupling, Flexible, 


Chain-Type 
Baldwin - Duckworth Chain 
Corp., Springfield, Mass. (Vol. 


79,p.29.) 


The flexible chain coupling 
provides for flexibility without 
friction and excessive noise. 
One strand of the chain 
equipped with the standard cyl- 


is 





indrical rollers, whereas the 
other strand has convex-surface, 
oversize rollers which provide 
for free operation where shaft 
deflection and misalignment 
exist. 


Coupling, Flexible, Type B 


Lovejoy Tool Works, 4956 
W. Lake St., Chicago, Ill. (Vol. 
79,p.445. ) 


The Type “P” flexible cou- 
pling has individual free floating 
load cushions hung between the 
jaws on removable studs. There 
is no wear on the iron or steel 
jaws, and no lubrication is re- 
quired. 





Coupling, 
Magnetic-Clutch 

Dings Magnetic Separator 
Co., Milwaukee, Wis. (Vol.79, 
p.605.) 


A magnetic clutch coupling 
insuring positive quick engage- 
ment and disengagement has en- 
gaging teeth cut at an angle 
of 60 deg., 3 deg. apart, so that 
the maximum slippage can never 
exceed more than 14 deg. 
Bronze teeth engage steel teeth. 


am 














Coupling, Flexible 


Guardian Utilities Co., 1023 
E. 46th St., Chicago, Ill. (Vol. 
79,p.446.) 


This coupling for fractional 
horsepower motors is made of 
flexible rubber, will operate un- 





der reasonable lateral or angu- 
lar misalignment. Lengths from 
24 in. up and with any com- 
bination of bores, ys, 8, Ye and 
4 in. 


Coupling, Flexible 


Lovejoy Tool Works, 4956 
W. Lake St., Chicago, Ill. (Vol 


79:p.506. ) 


Type “IA” flexible coupling 


has convex jaw surfaces that 


exert a rolling pressure when 
bearing on the resilient spider 


+ to 3 


arms. Bores from 
1/12 to 200 hp. 


in., 





Coupling, 
“Lifetyme Uniflex”’ 


Alloy Products Corp., Wau- 
kesha, Wis. (Vol.79,p.960.) 


The _ self-aligning coupling 
consists of four parts. Two of 
them are driving hubs _ into 
whose faces two round lugs are 
set, two per hub. When assem- 

















bled the lugs fit into recesses 
in the periphery of the third 
part, a drive disk made of bone 
fiber. The fourth part is a cover 
housing. 


Coupling, Flexible, 
“‘Francke”’ 


John Waldron Corp., New 
Brunswick, See 2 (Vol.79, 
p.776. ) 


Ali coupling flanges, except 
the larger sizes, are now being 
made of a forged high man- 
ganese alloy steel. Larger sizes 
are molded of semi-steel. Self- 


139 














lubricating bronze bushings now 
replace the old style dry bush- 
ings. The center portion of the 
cross pins, which pass through 
the perforations in the lamina- 
tions, is now made glass hard. 


Couplings, ‘“‘Flexpin”’ 


Smith & Serrell, 30 Washing- 
ton Place, Newark, N. J. (Vol. 
79,p.899. ) 

The couplings consist of steel 
laminations held in a_ slotted 
keeper by hardened steel cross- 
pins. Sliding ends of the flex- 


LAMINATED STEEL FLEXPINS 











pins have thick phosphor-bronze 
bearing strips welded to the out- 
side spring laminations. Hard- 
ened steel bushings receive the 
long sliding ends. 


Clutch, Disk 


Kinney Mfg. Co., 3541 Wash- 
ington St., Boston, Mass. (Vol. 
79,p.443. ) 


A fully inclosed, single-point- 
adjusting, disk clutch is made 
either as a sleeve clutch with 
several types of sleeve bearings, 





or as a cut-off coupling. Three 
sizes, single or double disk, with 
capacities ranging from 1 to 6 
hp. per 100 r.p.m. are available 


Clutch, Magnetic 


Cutler-Hammer, Inc., 205 N. 
12th St., Milwaukee, Wis. (Vol. 
79,p.573. ) 


The method of adjusting the 
friction faces compensates for 
wear. The inner circumference 
of the field ring is threaded and 


the adjustment is made by ro 
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tating the field ring in respect 
to the magnet field member. 
The magnet coil may be re- 
moved and replaced as a unit. 


Clutches, Small 


Conway Clutch Co., 1537 
Queen City Ave., Cincinnati, 
Ohio. (Vol.79,p.603.) 

Three sizes have outside 


diameters of 58 in., 44 in., and 
3% in. respectively. They come 
in a single plate design for frac- 














tional horsepowers, and multi- 
ple plates for heavier drives. 
The clutches can be operated 
singly or doubly and for for- 
ward and reverse drives. 


Gear, Laminated 


Ganschow Gear Co., 1013-15 
Washington Blvd., Chicago, III. 
(Vol.79,p.310.) 


These gears, designed for 
silent operation, are made up of 
formed plates which interlock 
with each other, and which are 
of “herringbone” construction. 
Each gear has a built-in oil 


— 
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reservoir which is filled by re- 
moving a plug at the side. Tooth 
pressure on each revolution is 
distributed to each plate at dif- 
ferent intervals. The flexibility 
absorbs vibrations. 


Sheaves, Duro-Brace 
Texsteel 


Allis-Chalmers Mfg. Co., Mil- 
waukee, Wis. (Vol.79,p.929.) 


“Duro - Brace” Texsteel 
sheaves (AM-Vol. 74, p. 851) 
can now be obtained for drives 
up to 15 hp. Diameters now 
range from 3 to 18 in. for any 
number of grooves from two to 
S1X. 


Pillow Blocks 


Ahlberg Bearing Co., 
29th St., Chicago, Ill. 
p.713.) 


321 E. 
(Vol.79, 


These blocks are available in 
the so-called unit type for nor- 
mal and medium duty, and in 
the ball and socket type for 
standard and heavy duty. All 
types are fitted with felt seals 
to keep out foreign matter. 





Pulleys and V-Belts 


Rubber Mfg. Co., 
(Ve 1.79, p.675. ) 


Dayton 
Dayton, Ohio. 


“Day - Steel” cast - machined 
pulleys are approximately of the 
same weight as the pressed steel 
pulleys. The special semi-steel 
gives a smooth, close-grained 
groove surface. Daycoil V-belt 
has a special casing of synthetic 
compound to resist oil. 
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Sheave, V-Belt 
*Vari-Pitch” 


Allis-Chalmers Mfg. Co., Mil- 
waukee, Wis. (Vol.79,p.714.) 


The pitch diameter of this 
sheave can be changed to give 
variations in speed as high as 15 
to 25 per cent per sheave. If 
both sheaves of a drive are of 
this new type, the range of 
variation can be doubled. 





MISCELLANEOUS EQUIPMENT 





Blast Nozzles 


Norton Co., Worcester, Mass., 
(Vol.79,p.305. ) 


These nozzles are guaranteed 
for 1,500 hours of operation 


when used with steel abrasive or 
750 hours with silica sand. Out- 
side bayonet-type hose fittings 
recommended. 


are The liners 





are made from “Norbide” boron 
carbide which is the hardest 
manufactured abrasive known. 
This material is also offered for 
abrasive purposes, wire drawing 
dies and other wear-resistant ap- 
plications. 


Blueprinter, Floor Model 

Milligan & Wright Co., 4611 
Prospect Ave., Cleveland, Ohio. 
(Vol.79,p.574. ) 


A floor model of the Ang- 





strom lamp blueprinter, having 
a set-up for the washing and fix- 
ing trays and drying boards pro- 
vided in the base, has a capacity 
of one 18x24-in. print at a time. 


Blueprinter, Table Model 


Milligan & Wright Co., 4611 
Prospect Ave., Cleveland, Ohio. 
(Vol.70,p.250. ) 


The Model 100 is the portable 
table type which will print one 
18x24 in., two 12x18 in., or four 
9x12 in. prints at one time. 





Compressors, Air-Cooled 


Chicago Pneumatic Tool Co., 
6 E. 44th St., New York, N.Y. 
(Vol.79,p.842. ) 

Two-stage, 


air-cooled com- 





_ 














pressors are offered in four ca- 
pacities, 85, 128, 171 and 256 
c.f.m. Two air cylinders are 
used on the two smallest sizes 
and four on the larger sizes, cast 
in pairs. An air-cooled, finned 
intercooler cools the air between 
the stages. 


Controllers, Air-Operated 


Brown Instrument Co., Wayne 
& Roberts Aves., Philadelphia, 
Pa. (Vol.79,p.605.) 


Indicating and recording ther- 
mometer-type temperature con- 
trollers are available for applica- 
tion between the limits of 40 and 

















1,200 F. Potentiometer-type 
controllers are available for tem- 
peratures within limits of 300 
and 3,400 F. 


Cooler, Unit-Type 


Modine Mfg. Co., 
Wis., (Vol.79,p.604. ) 


Racine, 


Unit coolers, cold water type, 
are fitted with a moisture elim- 
inator assembly. Direct expan- 
sion coolers have the same scope 
of application as the cold-water 
type but have a specially con- 
structed core and are used in 
connection with a compressor. 
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Gas and Air Purifier 


Alexander Milburn Co., 1416 
W. Baltimore St., Baltimore, 
Md. (Vol.79,p.444.) 


A series of perforated plates 
and strainers removes foreign 
substances from the air or gas 





lines, to insure a moisture-free 
flow for paint spraying, welding 
or similar operations. 


Barrel Pump, 
High-Pressure 


Stewart-Warner Corp. 1826 
Diversey Parkway, Chicago, Ill. 
(Vol.79,p.411.) 


The Alemite high pressure, 
air-operated barrel pump con- 
verts any 100 lb. lubricant con- 
tainer into a power gun for in- 
dustrial lubrication. Lubricant 
is delivered at the rate of 18 oz. 
per min., or 64 oz. of extremely 
fibrous and heavy lubricants. 





Lamps, Machine 


Fostoria Pressed Steel Corp., 
Fostoria, Ohio. (Vol.79,p.308. ) 


The bracket used on this lamp 
is equipped with three ball and 
socket joints, and the light cord 
is contained in the bracket and 





thus presents no problem. The 
bracket is made of steel tubing 
and the light shade is made of 
aluminum. 


Slide Rule, Mascot 


Tavella Sales Co., 25 Broad- 
way, New York, N. Y. (Vol. 
79,p.570. ) 


The Mascot slide rule of vest 
pocket size has scales finely 
graduated on white celluloid 
disks 23 in. in diameter, the 





length of the multiplication-divi- 
sion scale being 6.3 in. Average 
error of the Mascot slide rule in 
making rapid calculations is 
within one-fourth of one per 
cent. 


Still, Solvent-Recovery 


Barnstead Still & Sterilizer 
Co., Forest Hills, Boston, Mass. 
(Vol.79,p.307. ) 


This solvent recovery still is 
adaptable to the recovery of de- 





greasing solvents. It is available 
for either continuous or batch 
operation. It may be heated by 
steam, gas or electricity. 


Reel Stand, Strapping 


Stanley Works, Steel Strap- 
ping Div., New Britain, Conn, 
(Vol.79,p.937.) 


This reel stand eliminates 
waste of steel strapping. Only a 
few seconds are required to 





mount a coil. The reel brake is 
automatic in operation and posi- 
tive in action. 


Table, Drop Pit 


Shaw Box Crane & Hoist Co., 
Inc., Div. of Manning, Maxwell 
& Moore, Inc., Muskegon, Mich. 
(Vol.79,p.871.) 


The electrically operated drop 
pit table is constructed entirely 
by arc welding. The unit is 
built in both movable and sta- 
tionary types for removing and 
replacing locomotive drive wheel 














sets, engine and trailer trucks. 
A feature is the use of four flex- 
ible cables and winding drums 
for raising the load, rather than 
the former practice of using jack 
screws. 


Table and Engineering 
Desk, Improved 


Hamilton Mfg. Co., Two 
Rivers, Wis. (Vol.79,p.443.) 


Improvement and simplifica- 
tion of the Auto-Shift drawing 
and reference table has been an- 
nounced. The series includes a 
full - floating, counterbalanced, 
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adjustable drawing board top. 
The company has also intro- 
duced an engineering desk with 
a reversible drawing board top 
which may be tilted to various 
angles. 


Tables, Drafting 


Mfg. Co., Two 
Rivers, Wis. (Vol.79,p.278.) 


The “Steelwood” drafting 
tables are being offered in three 
sizes, with a variety of drawer 
combinations to meet drafting 
room requirements. The frame 
is of welded steel construction. 


Hamilton 





A new standard height of 37 in. 
has been incorporated in their 
construction. Drawing boards 
are adjustable for slant and 
equipped with a standard tilting 
device on each side. 


Thermometer, 
“Tel-Temp” 

Ideal Commutator Dresser 
Co., Sycamore, Ill. (Vol.79,p. 
746.) 


determination of 
in small motors, 
bearings and machines, the 
“Tdeal Tel-Temp” gives tem- 
perature readings from zero to 


For quick 
temperatures 

















100 deg. C. It is posible to in- 
stall the Tel-Temp on machines 
as a permanent heat indicator or 
to use it for portable testing. 


Valve, Grease Gun 


Specialty Sales Service Corp., 
138 Holden St., Minneapolis, 
Minn. (Vol.79,p.186.) 


The Triple “S” gun-head con- 
trol valve operates on any grease 
line pressure from 50 to 5,000 Ib. 








AMERICAN 


142 





Gi 


The pressure can be stepped up 
to in excess of 20,000 Ib. 


Valve Adjuster, 
*“Valv-Precisor”’ 


Taylor Instrument Companies, 
Rochester, N. Y. (Vol.79,p.904.) 


It is claimed that any air-op- 
erated controller, with the aid of 
the “Valv-Precisor,”’ can posi- 
tion the valve disk 50 times more 
accurately when opposed by 

















dia- 


and 
phragm motor hysteresis than 
when the device is not used. The 
unit can be mounted on any dia- 
phragm valve. 


valve stem friction 


Vibration Eliminator 


Vibration Eliminator Co., 41- 
26 37th St., Long Island City, 
L.I., N.Y. (Vol.79,p.455. ) 


A vibration eliminator con- 
sists of a base stamping and sup- 
porting housing to which the leg 
or base of the machine may be 
rigidly fastened. Eliminators 
may be supplied for any load be- 
tween 175 and 375 Ib. each. 
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PARTS AND MECHANISMS 





Bearings, Ball, 
“‘“GreaSeal’”’ 


Norma - Hoffmann Bearings 
Corp., Stamford, Conn. (Vol. 
79,p.604. ) 


“GreaSeal” felt-protected pre- 
cision ball bearings now include 
three larger sizes, 40, 45, and 
50 millimeter bores. 


Bearings, Ball, 
High-Precision 


Bearing Co., New 
Conn. (Vol.79,p.606.) 


Fafnir 
Britain, 


Three types of extra preci- 
sion ball bearings, designed for 
high speed applications, are of 
the single-row radial type. “M 
Type,” for light, medium or 
heavy loads; “WW _ Type” 
equipped with a _ special ma- 





MM 


chined and ring-piloted bronze 
retainer, to insure concentricity 
in operation. “MM _ Type” 
bearings, the most accurate 
series, may be obtained with 
special composition retainers, to 
secure lightness. 


Bearing, Ball, 
Cartridge-Type 


Norma- Hoffmann Bearings 
Corp., Stamford, Conn. (Vol. 
79.p.899. ) 


Completely inclosed cartridge 
type, single-row unit, designat- 
ed as the “3000” series, has in- 
ner and outer rings of standard 
double-row width, but only one 
row of balls. 


Bearing, Roller, 
Self-Aligning 

Link-Belt Co., 307 N. Michi- 
gan Ave., Chicago, Ill. (Vol. 
79,p.869. ) 


Ability to carry radial, thrust 


and combination radial and 
thrust loads and inherent self- 
alignment are the advantages 
claimed for the Shafer self- 
aligning roller-bearing “Series 
400.” Self-alignment is provid- 
ed by concave rollers between 
convex outer races and spheri- 
cal inner race on the sleeve. 


Closures, 
Bearing Housing 


Bearing Appliance Co., Ard- 
more, Pa. (Vol.79,p.409.) 


Closures for approximately 
150 sizes of ball and tapered- 
roller bearings are announced. 
Covers carrying felts, covers 
with flingers and covers for the 





accommodation of standard 
leather or composition oil seals 
are included. 


*‘Mirror Finish’’ for 
Timken Bearings 


Timken Roller Bearing Co., 
Canton, Ohio. (Vol.79,p.838.) 


Himken has installed special 
equipment to produce an im- 
provement in surface finish on 


its bearings termed ‘Mirror 
Finish.” 














Lubricators, Force-Feed, 


Model “ET” 


Hills-McCanna Co., 
Nelson St., Chicago, III. 
79,p.27.) 


2349-59 
(Vol. 


The type “SF” has a positive- 


drip sight feed built in on the 
discharge side. Type “BF” is 
built without a built-in sight 
feed. These pumps are intend 
ed to be used where delivery is 
to be checked in the delivery 
line or at the point requiring 
lubrication. 


Filter, Double-Cased 
“Purolator” 


Motor Improvements, Inc., 
Newark, N. J. (Vol.79,p.691.) 


This model, known as D- 
14JJ, can be provided in series 
to give two stages of filtration 
or in parallel to increase vol- 
ume. These filters range in size 





from 7% to 10 in. in width, and 
from 975 in. to lly in. in 
depth, and are designed to op- 
erate under a maximum work- 


ing pressure of 100 lb. per 
sq.in. 
Lubricator, Type C 

Farval Co., Detroit, Mich. 


(Vol.79,p.714.) 


A full automatic system of 
lubrication for machine tool 
equipment features a fully in- 
closed motorized pumping unit 
Positive, piston displacement 
valves of different capacities, 
located at the bearings, control 
the delivery of lubricant. 




















The isolating material, natural 
; cork, is not affected by water, 
oil or temperature changes. It 
does not take a permanent set 
under excessive loads. 
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Lubricator, Multiple, 
Automatic 


Giits Bros. Mfg. Co., 1846 
Kilbourn Ave., Chicago, Ill. 
(Vol.79,p.678. ) 

A Telechron operates the 


electric multiple oiler every 15, 
20, 30, or 60 min. Adjustment 
can be made for one to ten 
drops. Other means of actua- 
tion can be used. 

















Oil Tank, Sight-Feed 


Gits Bros. Mfg. Co., 
Kilbourn Ave., Chicago, 
(Vol.79,p.678.) 


The oil tank with sight drip 
fittings is available in two sizes. 
These have 1 to 24 leads and 1 
to 12 leads. The main valve 


1846 
Til, 


MACHINIST 23RD SHOP EQUIPMENT REVIEW - 


Oil Seals 

Gits Bros. Mfg. Co., 1859 
South Kilbourn Ave., Chicago, 
Ill. (Vol.79,p.345) 


These high-speed seals are 
listed in sizes from 3 to 4 in. 
in diameter, by ye in. incre- 
ments. Made in two styles, 
DM with flange, and DP with- 
out flange. Construction of 














ae 


these seals consist of a housing, 





diaphragm, and seal ring of 
special bronze. Small compres- 
sion springs inserted in the 


housing hold the seal ring in 
tension with the contacting face 
of the ball race. 


Pump, Coolant, Gusher 


Ruthman Machinery Co., Cin- 
cinnati, Ohio. (Vol.79,p.281.) 


No pipe, hose or tubing need 
be connected to the Model 
11027 pump. The intake supply 
flows into the pump by gravity 
to the opening provided in the 
mounting pad on the side of the 
machine, and the discharge is 
transmitted directly into the 





permits shutting off all leads. 
Sight drip fittings are provided 
with a locking needle valve to 
adjust each lead to feed the oil 
required. 


Nuts, Cold-Forged 


Parker-Kalon Corp., 200 Var- 
ick St., New York, N. Y. (Vol. 
79,p.737.) 


Cap and acorn nuts produced 
by cold forging have a finish 
free from tool marks and suf- 
ficiently smooth to eliminate the 
need for polishing before plat- 
ing. In the stock finish of nat- 
ural brass, seven blank sizes are 
available with standard screw 
thread sizes from No. 6 to & in. 
Plated finishes can be furnished 
on special order. 


The de- 


base of the machine. : 
livery pipe is connected inde- 
pendently to the inside wall of 


the reservoir, in line with the 
discharge opening in the pump. 
Capacity, with a 1-hp., 1,725- 
r.p.m. motor, is approximately 
150 g.p.m. 


Screens, Metallic 


Electrolytic Products Corp., 
250 W. 39th St., New York, 
N. Y. (Vol.79,p.636. ) 


Fine-mesh metallic screens in 
any mesh are being produced by 
electrolytic deposition. Screens 
as fine as 400 holes per linear 
inch have been built. A 120- 
mesh woven-wire cloth ordi- 
narily would have openings of 
approximately 0.0045 in., yet by 
this method a 120-mesh screen 


can be supplied with a hole in 
excess of 0.006 in. or with a hole 
of any smaller size, even down 
to 0.001 in. Smooth surface 
screens are usually manufac- 
tured with a circular hole. 
Sheet sizes to 20x24 in. 


Pump, “Sure Flow” 

Acme Machine Products Co, 
Inc., Muncie, Ind. (Vol.79,p. 
571.) 

The Acme Sure Flow pump 


maintains prime without sub- 
merging part of the pump. Belt- 
driven models are available for 


4-, 10-, 20-, 50-, and 100-gal. 
per min.; direct motor-driven 
models for 10-, 20-, 50-, and 
100-gal. per. min. 














Screws and Bolts, 
“Phillips” 


American 


dence, R. I. 


Screw Co., Provit- 
(Vol.79,p.903. ) 


A tapered recess, which ex- 
actly fits the taper driver, takes 
the place of the slot in the con- 
ventional screw. Screws hold 
on to the point of the driver, 
and may be brought into posi- 
tion with one hand. The self- 
centering feature prevents the 
driver from slipping sideways. 
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Valve, Globe 


Hancock Valve Cea. 3 Elias 
St., Bridgeport, Conn. (Vol.79 
p.777.) 


This globe valve has super- 
hard stainless steel valve disks 
and seat rings, which prevent 
wire drawing, steam cutting 
and galling. Special types of 
bronze have been developed for 
the valve stem and bonnet. The 


design provides tight back seat- 
and permits repacking. 


ing 








Hydraulic Equipment 





Control Panels, 
Electric-Hydraulic 


Vickers, Inc., Detroit, Mich. 


(Vol.79,p.343.) 


An electric-hydraulic control 
panel that will give practically 
any combination of automatic 
feeds and rapid traverses has 
been developed. Starting, re- 
versing and stopping are con- 
trolled electrically by pushbut- 
tons or limit switches, relays 
and solenoids built into the 
panel. A time-relay provides 
delayed reverse. 


th 





Hydraulic Unit 





New Britain-Gridley Machine 
Co., New Britain, Conn. (Vol. 
79,p.645. ) 


The hydraulic unit is a com- 
pact device for hydraulically 
operating chucks or work fix- 
tures on any type of machine. 
A constant-speed, fractional- 
horsepower motor builds up a 
reserve pressure against an air 
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cushion in an accumulator. 
Chucking pressures range from 
50 to 300 Ib. per sq.in. 


Pump, Hydraulic 


Hydro-Motive Co., 1001 W. 
Washington Blvd., Chicago, IIl. 
(Vol.79,p.776.) 


A direct-connected motor 
drives a crankshaft and fly- 
wheel. The crankshaft recip- 
rocates four pistons, 90 deg. 
apart, and two spool valves 180 











One valve is for 
idling pressure, the other for 
line pressure. The model shown 


deg. apart. 


pumps 5.6 g.p.m.; maximum 
working pressure 5,000 Ib. 


Transmission, Hydraulic 
Variable-Speed 


Vickers, Inc., 1400 Oakman 
Blud., Detroit, Mich. (Vol.79, 
p.509. ) 


The hydraulic variable-speed 
transmission permits securing 
any desired speed between 5 and 
750 r.p.m. by turning a hand- 
wheel. This varies the stroke 
and delivery of a multiple-pis- 
ton pump. Additional adjust- 
ments permit speeds up to 2,500 
r.p.m. Both the A and B ends 
can be provided for rotation in 
either direction. Standard units 


have a maximum output of 6 
hp. continuous duty at 1,000 Ib. 
per sq.in. pressure, and 7% hp. 
at 1,250 lb. per sq.in. on inter- 
mittent service. 


Valves, Air, 


Two-Pressure 
Ross Operating Valve Co., 
6488 Epworth Blvd., Detroit, 


Mich. (Vol.79,p.441.) 


This two-pressure operating 
valve provides for full line pres- 
sure on the work stroke, and 
selected reduced pressure for the 
idling stroke. 








MATERIALS, PROCESSES AND SUPPLIES 





Alloy, “‘Mallory 3 Metal’ 


P. R. Mallory & Co., In- 
dianapolis, Ind. (Vol.79,p.604.) 


“Mallory 3 Metal” is a ma- 
terial of high electrical con- 
ductivity, great mechanical 
strength and greatly diversified 
application. It is an alloy con- 
sisting predominantly of cop- 
per, and is the equal of copper 
in coefficient of resistivity, co- 
efficient of expansion, modulus 
of elasticity and corrosion re- 
sistance. It has already been 
used for spot welding tips, flash 
welding dies and seam welding 
wheels. 


Anodes, ‘“‘Zam’”’ 


Hanson - Van Winkle - Mun - 
ning Co., Matawan, N. J. (Vol. 
79,p.376.) 


An anode named “ZAM” 
(zinc, aluminum, mercury), is 
not attacked by either acid or 
cyanide solutions until the cur- 
rent is applied, making it pos- 
sible to have an anode free from 
sludge, and one which can be 
completely used in zinc solu- 
tions. 


Anodes, Ball-Type 


Udylite Co., Detroit, Mich. 
(Vol.79,p.870.) 


Ball-type anodes (AM—Vol. 
76, page 1081) are now avail- 
able for copper, brass and zinc 
plating. The ball anode elimi- 
nates scrap losses. 





Anode Filter Bags 


Hanson-Van Winkle - Mun- 
ning Co. (Vol.79,p.902.) 


Filter bags for anodes con- 
sist of two cloth bags, one fit- 
ting inside of the other, with a 
layer of filter paper between. 
Sludge, which may cause rough 
and pitted deposits, remains in 
the bag. 


Bar Stock, Stainless-Steel 


Jessop Steel Co., Washing- 
ton, Pa. (Vol.79,p.777.) 


Developed for use in applica- 
tions where the surface of the 
bar must have corrosion and 
temperature - resistant proper- 
ties, “Silverbond” stainless steel 
bar stock, has a web-like struc- 
ture of which low carbon inex- 
pensive inserts make up approx- 
imately 40 per cent. These in- 
serts are mechanically held, as 
well as welded by pressure ap- 
plied at high temperatures. 


Brazing Flux 
Handy & Harman, 82 Fulton 


St., New York, N. Y.. (Vol.79, 
p.346. ) 
“Handy Flux,” is intended 


for brazing steel, monel metal, 
nickel, beryllium-copper, and 
various other ferrous and non- 
ferrous metals and alloys. It 
is fluid at 1,200 F., permitting 
the use of brazing alloys and 
silver solders with low flow 


points. 





Bright Zinc Process 


E. I. du Pont de Nemours & 
Co., Wilmington, Del. (Vol.79, 
p.810.) 


An electro-plating process, 
which deposits a bright zinc 
surface on steel articles, was de- 
veloped to meet the need for an 
economical method of making 
steel rust-proof and of bright 
appearance. 


Cement, Acid-Proof 


Technical Products Co., Pitts- 
burgh, Pa. (Vol.79,p.220.) 


Sauer-Eisen No. 21  acid- 
proof cement is a white powder 
of high silica content which, 
after mixing with water, hard- 
ens by chemical action into a 
strong porcelain-like structure. 
This cement will adhere to 
practically any solid substance, 
and can be used in pickling 
tanks. 


Cement, Insulating 
George F. Pettinos, Inc., 1206 


Locust St., Philadelphia, Pa. 
(Vol.79,p.412.) 
Sonittep insulating cement 


will adhere to hot or cold sur- 
faces of practically any texture 
or material without reinforce- 
ment. It will withstand tem- 
peratures up to 2,000 F. without 
peeling. Applications of this 


cement include various types of 
furnaces, ovens and boilers. 
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Center Dope, “TEC” 


The Equipment Co., 11246 E. 
Vernor Highway, Detroit, Mich. 
(Vol.79,p.870. ) 


“TEC” center dope is a heat- 
resisting lubricant for use on 
lathe centers, grinder centers and 
milling machine arbor centers. 
It will not harden. 


Chromodizing Process 


American Chemical Paint Co., 
Ambler, Pa. (Vol.79,p.906.) 


Rustproofing at low cost is 
claimed for “Chromodizing,” a 
process adapted to protect any 
type of steel surface. Chromo- 
dizing changes the steel so that 
the surface currents that induce 
rusting are stopped. Steel prod- 
ucts are dipped in a bath or 
sprayed with a solution. 


Coating for 
Galvanized Iron 


American Chemical Paint Co., 
Ambler, Pa. (Vol.79,p.871.) 


“Lithoform” will make paint 
stick to galvanized iron and 
galvanneal. Coating provided 
will not wash off, it will not 
chip or corrode and is not af- 
fected by baking temperatures. 


Coatings for Metal 


Technical Coatings, Inc., 11 
Park Place, New York, N. Y. 
(Vol.79,p.872. ) 


Described as a combination of 
pure vegetable gums and heat- 
treated oils, the line of coatings 
is said to form films which are 
free from porosity and impervi- 
ous to water and corrosive at- 
mospheric gases. Drying time 
varies from 4 to 15 hrs. 


Covering, Plating-Rack 


Hanson -Van Winkle - Mun- 
ning Co., Matawan, N. J. (Vol. 
79,p.637.) 


Kote-Rax, a corrosion-resist- 
ing coating for plating racks, is 
applied by dipping. The tough, 
rubber-like film possesses high 
dielectric resistance and capable 
of withstanding considerable me- 
chanical abuse. 


Die-Casting Alloy, 
**Doler-Brass”’ 


Doehler Die Casting Co., 386 
Fourth Ave., New York, N. Y. 
(Vol.79,p.773.) 


“The Doler-Brass” contains 
copper, zinc and silicon. Ten- 
sile strength, 65,000 to 75,000 Ib. 
per sq.in.; yield point 30,000 to 
40,000 Ib. per sq.in.; elongation, 
20-25 per cent in 2 in.; reduc- 
tion in area, 20-25 per cent.; 
Brinell hardness, 110-120. 
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Drafting Blocks, 
“Wrigraph” 
L. G. Wright Co., 5713 Eu- 


clid <Ave., Cleveland, Ohio. 
(Vol.79,p.187.) 


Combining a drawing board 
and a drafting machine, this in- 
strument is made in three sizes. 
The board is made of 3 in. black 


and is 


Presdwood equipped 








{ 





with clips which hold either a 
single sheet or a pad of paper. 
Interchangeable attachments are 
available for the parallel de- 
vice. 


Enamel, Porcelain, for 
Cast Iron 


Porcelain Enamel & Mfg. 
Co., Baltimore, Md. (Vol.79, 
p.602.) 


Lead-free cast-iron enamels, 
which are a match in whiteness 
for sheet-iron enamels, are more 
workable than the old lead-bear- 
ing types, as they require no 
special treatment. 


Felt-Bonded Metal 


Felters Co., Boston, Mass. 
( Vol.79,p.446. ) 
Felt-bonded metal, offered 


jointly by H. H. Roberts & 
Co., Pittsburgh, Pa., and the 
above concern, is manufactured 
by a method which produces a 
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felt 


bond between 
and metal. The material has ad- 
vantages for sound deadening, 
vibration absorption, heat and 


permanent 


cold insulation. Felt in va- 
rious thicknesses and weights 
can be applied to either or both 
sides of the metal. 


Layout Fluid 


Dayton Rogers Mfg. Co., 
1835 E. Franklin Ave., Minne- 
apolis, Minn. (Vol.79,p.476.) 


“Layout Fluid” for preparing 
tool and die blank surfaces for 
layout, has an advantage over 
the old copper sulphate method, 
because the scribed lines have a 
pronounced contrast against the 
dark background. 


Floor Plate, Multi-Grip 
Illinois Steel Co., 208 S. La- 


Salle St., Chicago, Ill. (Vol. 
79,p.277.) 
The design of the “Multi- 


Grip” floor plate has been de- 
veloped to assure high degree 
of skid resistance from every 
angle. A feature of the plate 
is its comfort under foot. All 
lugs have a flattened top sur- 
face. 
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Paint, Luminescent, 


Grobet File Corp. of Amer- 
ica, 3 Park Place, New York, 
N. Y. (Vol.79,p.220.) 


“Dialux” luminescent paint 
has the quality of glowing in 
the dark after having been ex- 
posed to light. The luminosity 
lasts for 12 hours. Dialux does 
not contain any _ radio-active 
matter, and is not inflammable 
nor toxic. 


Paint, “‘Plicote”’ 


Watson-Standard Co., 
Galveston Ave., Pittsburgh, Pa. 
( Vol.79,p.636. ) 


Plicote has shown great re- 
sistance to chemicals. Tanks 
coated with it have withstood 
the action of 50 per cent caustic 
solutions at elevated tempera- 
tures. Brine tanks have also 
been successfully coated. 
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Paint Stick, ‘“‘Markal’’ 


Helmer & Staley, 2475 South 
Parkway, Chicago, Ill. (Vol.79, 
p.938.) 


“Markal” paint stick, paint 
in stick form, is made in two 
types; one for cold marking 
and the other for hot marking. 
It dries and remains as per- 
manent as any other paint. 


Papers and Cloths, 
Blue-Print 


C. F. Pease Co., 813-821 
Franklin St., Chicago, Ill. (Vol. 
79,p.61.) 


For blue-prints and blue-line 
prints that will not “bleed”, 
“K” speed paper or cloth may 
be fully exposed, even over-ex- 
posed, and still produce a deep 
blue and permit the whites to 
stand out clearly. These papers 
and cloths are available in all 
standard widths, weights and rag 
content, and in rolls. 


Sketch Paper, Isometric 


Wade Instrument Co., 227 
Brooklyn Station, Cleveland, 
Ohio. (Vol.79,p.509.) 


The improved isometric sketch 
paper is designed for making 
quickly three-dimension scale 
drawings. All axes are spaced 
1 in. apart and have 3 in. sub- 
divisions. A  double-line Y 
shows the center and isometric 
principle. 


Rubber Coating 


Kelsan Products, St. 
Mich. (Vol.79,p.410.) 


Parts can be sprayed, brushed 
or dipped in Kelsanite, thereby 
sealing the surface against air 
and moisture. As a rust pre- 


Clair, 





ventor in storage of metal parts, 
Kelsanite coated parts have 
been subjected to over 150 hr. 
salt-spray tests without show- 
ing any signs of corrosion. 


Rubber Compounds 


Self-Vulcanising Rubber Co., 
605 W. Washington Blvd., Ch:- 
cago, Ill. (Vol.79,p.873.) 


“Selfvulc” can be easily and 
quickly applied to equipment of 
all kinds. Selfvulec in either 
plastic or liquid form can be 
applied cold. It cures itself by 
exposure to the air without the 
aid of heat or pressure. In the 
liquid form, it is brushed, dipped 
or sprayed like paint. 


Rust-Proofing Process, 
“Spra-Bonderizing”’ 


Parker Rust-Proof Co., 
troit, Mich. (Vol.79,p.410.) 


De- 


Supplementing the immersion 
“Bonderizing” process, “Spra- 
3onderizing,” chemically pro- 
duces a rust-resistant phosphate 
coating that provides an adher- 
ent base for paint, enamel or 
lacquer. Processing time has 
been reduced to 60 sec. as 
against 2 to 5 min. by the im- 
mersion process. 


Goggle, Hot Workers 


American Optical Co., South- 
bridge, Mass. (Vol.79,p.186.) 


The “Duralite-50” hot work- 
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ers’ goggle is intended for use 
in confined spaces or where the 
humidity is high. This goggle 
practically doubles the area 
usually allowed for ventilation. 


Goggle, “‘Ful-Vue”’ 


American Optical Co., South- 
bridge, Mass. (Vol.79,p.841.) 


Advantages of F3100, “Ful- 


Vue” goggle are its appearance 
and its comfort, features which 
are expected to make it easier 
goggle 


to enforce programs. 





For the customary nose-piece, 
the goggle substitutes pearl full- 
rocking nose-pads. Comfort- 
able fitting is made _ possible. 
The Ful-Vue goggle is fitted 
with the new 6-curve, Super 
Armorplate lenses. 


Goggle, Wide-Vision, 
No. 220 


Chicago Eye Shield Co., 2298 
Warren Blvd., Chicago, Ill. 
(Vol.79,p.902. ) 


The super-safety lens used in 
the “Cesco” Style No. 220 wide- 
vision goggle does not change 





direction of light rays passing 
through the lens. The shape of 
the eye cups allow natural, full 
and wide vision. 


Lens, 6-Curve 
Super Armorplate 


American Optical Co., South- 
bridge, Mass. (Vol.79,p.931.) 


A goggle lens having far 
greater impact resistance than 
previously used in standard eye- 
protection equipment is called 
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the “6-Curve Super Armor- 
plate.” It obtains extra strength 
from its high curvature. 


Steel, Molybdenum 
High-Speed, “‘Mo-Max”’ 


Cleveland Twist Drill Co., 
Cleveland, Ohio. (Vol.79,p. 
346.) 


Several lines of molybdenum 
high-speed steel are appearing 
on the market. These steels 
might be classified under the 
general name “Mo-Max,” mean- 
ing a composition in which mo- 
lybdenum is the principal alloy- 
ing element. From this generic 
title there have been developed 
such trade names as “MoTung,” 
which designates the material 
offered by the Universal Steel 
Company, Bridgeville, Pa., and 
the Cyclops Steel Company, 
Titusville, Pa. The former 
company was active in develop- 
ing such material but found that 
Joseph V. Emmons of the 


Cleveland Twist Drill Com- 
pany had an earlier patent. 

Other companies that are 
producing varieties of ‘“Mo- 
Max” steel under similar li- 
cense agreements with the 
Cleveland Twist Drill Company 
are as follows: Ludlum Steel 
Company, Watervliet, N. Y.; 
Crucible Steel Company, New 
York, N. Y.; Braeburn Steel 
Company, Braeburn, Pa.; La- 
trobe Steel Company, Latrobe, 
Pa.; Jessop Steel Company, 
Washington, Pa.; Halcomb 
Steel Company, Syracuse, N. 
Y.; Vulcan Crucible Steel 
Company, Aliquippa, Pa. 

The composition of MoTung 
steel is as follows: 


Carbon... To suit application 
Molybdenum 7.50 to 8.50% 
Tungsten . .1.25 to 2.00% 
Chromium ...3.50 to 4.50% 
Vanadium ....... 0.90 to 1.50% 


Manganese .. .0.20 to 0.40% 
Silicon . .0.25 to 0.50% 


As compared with tungsten 
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high-speed steel of the usual 
18-4-1 analysis, the MoTung 
steel has the following advan- 
tages: (1) easier to machine, 
(2) lower temperatures for 
heat-treatment, (3) tougher, 
(4) more economical, (5) 
stable in price and supply. and 
(6) performance equal to or 
better than 18-4-1. The rela- 
tive densities of MoTung and 
tungsten high-speed steel are 
8.7 and 7.95, indicating that the 
18-4-1 analysis is practically 10 
per cent heavier. 


Steel, High-Speed, Mogul 


Jessop Steel Co., Washington, 
Pa. (Vol.79,p.902.) 


Under a license agreement 
with the Cleveland Twist Drill 
Co., Cleveland, Ohio, holder of 
a patent covering “Mo-Max” 
molybdenum high-speed _ steel, 
the above company is producing 
the same type of steel under 
the trade name of “Mogul.” 


A Long Job—Nearly 700 holes had to be drilled in this cast-steel speed ring 
for and 18,000-hp. Allis-Chalmers hydraulic turbine so that the plate steel 


speed casing could be riveted to it. 


This ring is for one of the two turbines 


going into the Platte Valley Public Power and Irrigation project now being 
installed at North Platte, Nebraska 





Steels, Alloy, 
Free-Machining SAE 


Carpenter Steel Co., Reading, 
Pa. (Vol.79,p.638.) 


It is claimed that selenium is 
superior to sulphur as a free 
machining element in two im- 
portant particulars. First, a 
given percentage of selenium 
does not produce as much slag- 
like material. Second, selen- 
ium is more potent in its free- 
machining effects. These two 
advantages combine to produce 
a steel which is very much 
cleaner and more uniform than 
would be a higher sulphur steel. 
The presence of selenium does 
not interfere with the response 
of the material to heat-treat- 
ment. 

The experimental work de- 
scribed in the patents covering 
this metal is extremely compre- 
hensive, covering practically all 
S.A.E. types of analyses, both 
in the lew carbon carburizing 
grades and in the higher carbon 
tempering grades. 


Lacquer, Stop-Off 


United Chromium, Inc., 51 
E. 42nd St., New York, N. Y. 
(Vol.79,p.737.) 


A stop-off lacquer, ‘“Uni- 
chrome Resist” for use in 
chromium plating possesses the 
following properties: it is an 
electrical insulator, resistant to 
chemical action, flows readily, 
air-drys quickly, has good adhes- 
ive properties, is readily remov- 
able by means of a solvent and 
readily applicable either by 
brushing, spraying or dipping, as 
desired. When in contact with 
the chromium plating solution, 
the lacquer does not yield any 
contaminating products. 


Molding Material, Black 


General Plastics, Inc., N. 
Tonawanda, N. Y. (Vol. 79, 
p.539.) 


No. 2260 K_ black Durez 
phenolic molding material is for 
larger moldings of the deluxe 
type. Impact strength of the 
material is approximately one- 
third greater than the general 
run of phenolic molding com- 
pounds. It has a compressive 
strength of 29,000 Ib. per sq.in. 


Oils, Cutting 


E. F. Houghton & Co., Phil- 
adelphia, Pa. (Vol.79,p.344.) 


This oil is fluid so that it 
will penetrate quickly back of 
the cutting edge of the tool, and 
has high strength to withstand 
extreme pressure exerted on 
the tool. These qualities are 
built into the straight cutting 
oils now available, including 
Super Refrigerant Base and 
“Frapol”’ No. 414 and No. 418. 
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Boring Machines 


Craven Bros. Ltd., Reddish, England. 


10-ft. vertical turning and boring mill. 
Vol. 79, p. 57E. 


Vertical mill for locomotive wheel centers. 
Vol. 79, p. 153E. 


Power boring machine. Vol. 79, p. 193E. 


Vertical boring and turning mills. Vol. 
79, p. 332E. 


Vertical tire-boring machine. Vol. 79, p. 
605E. 

B. Elliott & Co. Ltd., York Road, London, 
N., England, 

Pallas horizontal boring, drilling and mill- 
ing machine. Vol. 78, p. 793E. 

Kitchen & Wade, Ltd., Halifax, England. 

Locomotive rod-boring and trepanning 
machine. Vol. 79, p. 220E. 

Koping Machine Tool Works, A. C. Wick- 
man, Ltd., Coventry, England. 

Diamond boring machine. Vol. 79, p. 24E. 
Herbert Lindner, G. m. b. H., Berlin-Wit- 
tenau, Germany. 

Jig boring machine. Vol. 79, p. 180E. 
Oldfield & Schofield Co., Ltd., Halifax, Eng- 
land. 

Two-spindle taper hole boring machine. 
Vol. 79, p. 667E. 

G. Richards & Co., Ltd., Broadheath, Eng- 
land. 

Axle-box boring machine. Vol. 79, p. 
396E. 

Wadkin & Co., Leicester, England. 

Aero propeller borer. Vol. 79, p. 637E. 
Webster & Bennett, Ltd., Coventry, Eng- 
land. 


48-in. high-power vertical mill. Vol. 78, 
p. 679E. 


Drilling Machines 


Adcock & Shipley, Leicester, England. 


Electric conduit-box tapping machine. 
Vol. 79, p. 558E. 


Adjustable-spindle cluster-type drilling ma- 
chines, Vol. 79, p. 588E. 
Wm. Asquith, Ltd., Halifax, England. 
Elevating-arm 4-ft. radial drill. Vol. 79, 
p. 556E. 
Grimston Electric Tools, Ltd., 138 Lever St., 
London, E.C., England. 
Electriska motorized drill of Swedish 
manufacture. Vol. 79, p. 451E. 
Alfred Herbert, Ltd., Coventry, England. 
Electric multi-spindle drill. Vol. 78, p. 


Types H and V Junior upright electric 
drills, Vol. 78, p. 811E. 
Higgs Motors, Ltd., Birmingham, England. 
Light drilling machine. Vol. 79, p. 479E. 


Hille Werke, A.G., Dresden, Germany. 
Radial drills 4 ft., 4 ft. 9 in, and 5 ft. 
6 in. Vol. 79, p. 86E. 
Jones & Shipman, Ltd., Leicester, England. 
13- and 16-in. built-in control sensitive 
drills. Vol. 79, p. 684E. 
Kitchen & Wade, Ltd., Halifax, England. 
Airplane connecting-rod drilling machine. 
Vol. 79, p. 24E. 
Three-spindle horizontal drill. Vol. 79, 
167E. 
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Duplex vertical-spindle tapping machine. 
Vol. 79, p. 207E. 


All-electric radial on traverse bed. Vol. 
79, p. 572E. 


Four-head automatic drilling machine. 
Vol. 79, p. 620E. 


Duplex-spindle crossrail drill. Vol. 79, p. 
650E. 


4-ft. light-type radial drill. Vol. 78, p. 
T76E. 
Midgley & Sutcliffe, Bradford, England. 
Richmond sensitive radial drill. Vol. 78, 
p. T780E. 
F. Pollard & Co., Ltd., Leicester, England. 
Motor-driven light radial drill. Vol. 78, 
p. 750E. 
F. Town & Sons, Halifax, England. 
32-in. radial drill. Vol. 79, p. 91E. 


Gear Cutting Machines 


Barber & Colman, Ltd., Brooklands, Man- 
chester, England. 

Gear hobber. Vol. 79, p. 73E. 

Deutsche Niles Werke, A.G., Berlin, Ger- 
many. 

Large gear hobber. Vol. 79, p. 465E. 
Turbine Gears, Ltd., Cheadle Heath, Stock- 
port, England. 

Robey-Smith automatic bevel gear gen- 
erator; Smith & Coventry automatic spiral 
bevel gear generator; 20-in. Smith & Coven- 
try automatic wormwheel generator. Vol 
79, p. 500E. 


Grinding Machines 


Churchill Machine Tool Co. Ltd., Broad- 
heath, England. 

Internal grinder for electric motor manu- 
facturers. Vol. 79, p. 221E. 

Radius link and hole grinding machine. 
Vol. 79, p. 380E. 

Roll grinder with swiveling table. Vol. 
79, p. 605E. 

Small surface grinder with hydraulically 
actuated table. Vol. 79, p. 652E. 

6x18-in. and 6x34-in. hydraulic plain 
grinders. Vol. 79, p. 685E. 

Cooke, Troughton & Simms, Ltd., York, 
England. 

Automatic grinder for metallurgical spe- 
cimens. Vol. 78, p. 778E. 

The Cromwell Engineering Co., Ltd., Coven- 
try, England. 

12x18-in. tool and cutter grinder. Vol. 
79, p. 424E. 

Deutsche Niles Werke, A.G., Berlin-Weis- 
sensee, Germany. 

Automatic helical gear grinder. Vol. 79, 
p. 87E. 

Ferranti, Ltd., Hollinwood, England. 

Pivot grinding machine. Vol. 79, p. 333E. 
Gear Grinder Co., Ltd., Handsworth, Bir- 
mingham, England. 

Orcutt special-purpose gear grinder. Vol. 
78, p. 676B. 

Alfred Herbert, Ltd., Coventry, England. 


Norton hydraulic crankpin grinder. Vol. 
78, p. 678E. 


No. 16 motor-driven tool and cutter 
grinder. Vol. 79, p. 697E. 


Higgs Motors, Ltd., Birmingham, England. 
Bench grinder. Vol. 79, p. 479E. 
J. Holroyd & Co., Ltd., Milnrow, near Roch- 
dale, England. 
Piston-rod grinding machine. Vol. 75, p. 
39E. 
Geo. Jackman Machine Tool Co., 52-54 High 
Holborn, London, W.C., England. 
12 in. duplex disk grinding machine. Vol. 
78, p. 679E. 
Jones & Shipman, Ltd., Leicester, England. 
Spiral hob and cutter grinder, Vol. 79, 
p. 9E. 
Lumsden Machine Co., Ltd., Gateshead-on- 
Tyne, England. 
Vertical-spindle surface-grinder. Vol. 79, 
p. 301E. 
John Lund, Ltd., Cross Hills, England. 
Precimax oval or cam grinding machine. 
Vol. 79, p. 364E. 
Electrically-driven cylindrical 
Vol. 79, p. 409E. 
36- and 48-in. vertical-spindle surface 
grinders. Vol. 79, 636B. 
Heynau gear. driven 
grinder. Vol. 79, p. 665B. 
Precizer automatic controller for cylin- 
drical grinding. Vol. 78, p. 810E. 
Mayer & Schmidt A. G., Offenbach-am- Main, 
Germany. 
Universal tool grinder. Vol. 79, p. 164E. 


grinder. 


workhead for 


Naxos-Union, Frankfort-am-Main, Ger- 
many. 


Crankpin grinder. Vol. 79, p. 177E. 


F. E. Rowland & Co., Ltd., Reddish, Eng- 
land. 

High-speed double-ended floor grinder. 
Vol. 79, p. 436E. 

Selson Machine Tool Co., Ltd., Abbey House, 
Victoria St., Westminster, S.W., England. 

Hydraulic cylinder grinders made by J. 
Kamenicek & Co., Prague, Czechoslovakia. 
Vol. 79, p. 347E. 

Crankshaft grinding machine, made by 
J. Kamenicek & Co., Prague, Czechoslova- 
kia. Vol. 79, p. 395E. 

Malcus centerless grinding machine. Vol. 
79, p. 493E. 

Hydraulic surface grinder. Vol. 79, D. 
501E. 

Stedall-Dowding Machine Tool Co., St. John 
St., Clerkenwell, E.C., England. 

Lindner grinder, manufactured in Ger- 
many. Vol. 79, p. 669E. 

Naxos-Union roll grinding machine. Vol, 
78, p. 680E. 

Diamond tool grinder. Vol. 78, p. 764E. 
Turner Manufacturing Co., Lever St., Wol- 
verhampton, England. 

Universal tool and cutter grinder. Vol. 
79, p. 104E. 


Lathes 


Craven Bros., Ltd., Reddish, England, 

14-in. heavy roll-turning lathe. Vol. 79, 
p. 221B. 

Locomotive axle-journal re-turning and 
burnishing lathe. Vol. 79, p. 237E. 

18-in. combined lathe and boring machine. 
Vol. 79, p. 271E. 

Crankshaft-turning machine. Vol. 79, p. 
300E. 

Multi-tool lathe. Vol. 79, p. 316E. 


















































50-in. extra-heavy lathe. Vol. 79, p. 410E. 


44-in. heavy duty lathe with grinding 
head. Vol. 79, p. 465E. 


42-in. cross-sliding bed lathe. 
589E. 


22-in. center roll lathe. 


36-in. heavy-type engine lathe. 
p. 683E. 


10-in. repetition engine lathe. Vol. 78, p. 
764E. 
Darling & Sellers, Ltd., Keighley, England. 
Cam-form copying lathe. Vol. 79, p. 284E. 
7-in. engine lathe for machining taper 
tubes. Vol. 78, p. 693E. 
Dean, Smith & Grace, Ltd., Keighley, Eng- 
land. 
21-in. sliding-bed break lathe. Vol. 78, p. 
751E. 
Drummond Bros. Ltd., Guildford, England. 
No. 00 Maxicut automatic lathe. Vol. 78, 
p. 725E. 
T. S. Harrison & Sons, Ltd., Heckmondwike, 
England. 
5-in. woodworking lathe. Vol. 79, p. 348E. 


Alfred Herbert, Ltd., Coventry, England. 
No. 4SE capstan lathe. Vol. 79, p. 138E. 


No. 2SC 53-in. capstan lathe with chasing 
attachment. Vol. 79, p. 571E. 


13-in. bar automatic. Vol. 79, p. 587E. 
Hille Werke A.G., Dresden, Germany. 

Electric turret lathe. Vol. 79, p. 164E. 
J. Lang & Sons, Ltd., Johnstone, Glasgow, 
Scotland. 

13-in. toolroom lathe. Vol. 78, p. 726E. 
Magdeburger Werkzeugmaschinenfabrik 
A.G., Magdeburg, Germany. 

All-geared turret lathe. Vol. 79, p. 165E. 
Henry Milnes, Bradford, England. 

4-in. precision engine lathe. Vol. 
683E. 
Modern Machine Tools, Ltd., Coventry, Eng- 
land. 

Three-operation automatic. 
727E. 
Noble & Lund, Felling-on-Tyne, England. 


54-, 66-, 78- and 90-in. railway wheel 
lathes. Vol. 79, p. 713E. 


22-in. engine lathe. Vol. 78, p. 728E. 
Ambrose Shardlow & Co., Ltd., Sheffield, 
England. 

Crankshaft-turning machines. Vol. 79, p. 
348K. 
Selson Machine Tool Co., Ltd., 8 Victoria 
St., London, S.W., England. 

Volman 63-in. all-geared lathe. Vol. 79, p. 
02E. 


4 


Vol, 79, p. 


Vol. 79, p. 619E. 
Vol, 79, 


7a & 


Vol. 78, p. 


Smallpeice, Ltd., Mile Lane, Coventry, Eng- 
land. 


6-in. multitool lathes. Vol. 79, p. 480E. 

Charles Taylor, Ltd., Birmingham, England. 
7-in. gap-bed capstan lathe. Vol. 79, p. 

137E. 

Ward, Haggas & Smith, Keighley, England. 
94-in. boring and turning lathe, Vol. 78, 

p. 811E. 

A. C. Wickman, Ltd., Coventry, England. 


10-mm. high-speed automatic. Vol. 79, p. 
666E. 


Milling Machines 


G. H. Alexander Machinery, Ltd., Coleshill 
St., Birmingham, England. 


Deckel Universal tool milling, drilling and 
boring machine made by Friedr. Deckel, 
Munich, Germany. Vol. 79, p. 331E. 


Biernatzki & Co., Chemnitz, Germany. 
Vertical milling machine. Vol. 79, p. 88E. 
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Craven Bros. Ltd., Reddish, England. 
High-speed vertical milling machine. Vol. 
79, p. 422E. 
Darling & Sellers, Ltd., Keighley, England. 
Plano-miller with four spindle heads. 
Vol. 79, p. 649E. 
B. Elliott. & Co., Ltd., York Road, London, 
N., England, 
Pallas all-geared horizontal miller. 
78, p. 727E. 
Alfred Herbert, Ltd., Coventry, England. 
No. 1 automatic and cam-feed plain mill- 
ers. Vol. 79, p. 151E. 
No. 10 vertical milling machine. 
p. 314E 


Vol. 


Vol. 79, 


No. 0 motor-driven plain millers. Vol 
79, p. 621E. 

No. 35 universal milling machine. Vol. 
78, p. 6945. 
Herbert Hunt & Swns, Old Trafford, Man- 
chester, England. 

Machine for squaring tap shanks. Vol. 
79, p. 607E. 

Tap-flute milling machine, Vol. 79, p. 
682E. 


Kendall & Gent, Ltd., Manchester, England. 
Vertical miller. Vol. 79, p. 152E. 
Openside vertical and horizontal milling 

machine. Vol. 78, p. 725E. 

Loewe-Gesfurel A.G., Berlin, Germany. 
Electro-mechanically operated horizontal 

milling machine. Vol. 79, p. 586E. 

Midgley & Sutcliffe, Bradford, England. 
Small plain milling machine. Vol. 79, p. 
E. 


No. 0 universal millers. Vol. 79, p. 168E. 


Richmond milling machines. Vol. 79, p. 
449E. 


Hand-operated milling machine. 
p. 652E. 


Richmond all-geared manufacturing mill- 
er. Vol. 78, p. 695B. 
J. E. Reinecker A.G., Chemnitz, Germany. 
Rack-cutting machine. Vol. 79, p. 166E. 
G. Richards & Co., Ltd., Broadheath, Eng- 
land. 
Vertical 
p. 680E. 
Stedall-Dowding Machine Tool Co., St. John 
St., Clerkenwell, E.C., England. 
Weisser motor-driven horizontal milling 
machine. Vol. 78, p. 793E. 
Ward, Haggas & Smith, Keighley, England. 
Vertical milling machine. Vol. 79, p. 637E. 
Bench milling machine. Vol. 79, p. 699E. 


Vol. 79, 


key-seating machine. Vol. 78, 


Wanderer Werke, Schénau-Chemnitz, Ger- 
many. 

Manufacturing plain millers. Vol. 79, Dp. 
88E. 

Planers and Shapers 
Butler-Machine Tool Co., Ltd., Halifax, 
England. 

48-in stroke portable draw-cut shaper. 


Vol. 79, p. 137E. 


Collet and Engelhard, Offenbach-am-Main, 
Germany. 

Portable horizontal shaper. Vol. 79, p. 
163E. 
Ormerod Shapers, Ltd., Hebden Bridge, 
England. 


20-in. stroke slotter. Vol. 79, p. 540E. 
16-in. stroke slotter. Vol. 79, p. 56E. 


J. Stirk & Sons, Ltd., Halifax, England. 

Hiloplane openside planer. 50x50x120-in. ; 
Hiloplow double-housing planer, 45x42x96- 
in.; Ingoplow double-housing planer, 48x- 
28x96-in. Vol. 78, p. 676E. 











H. A. Waldrich, G. m. b. H., Siegen, Ger- 
many. 


Hydraulically driven planer. Vol. 79, p. 


179E. 


Presses 


Brett’s Patent Lifter Co., 
England. 


200-ton press. Vol. 79, p. 192E. 
F. J. Edwards, Ltd., Euston Road, London, 
N.W., England. 

Besco double-sided power press. 
p. 236E. 
George Finney & Co., 
land. 

Hydraulic molding press. Vol. 79, p. 256E. 
Greenwood & Batley, Ltd., Leeds, England. 

220-ton press. Vol. 79, p. 138E. 

Power percussion screw press. Vol. 79, Dp. 
348E. 
Alfred Herbert, Ltd., Coventry, England. 


Weingarten gang stamping press made by 
Machinenfabrik Weingarten, Germany, Vol. 
79, p. 540E. 


Hydraulik G. m. b. H., Diiisburg, Germany. 


Ltd., Coventry, 


Vol. 79, 


Birmingham, Eng- 


3,000-ton hydraulic drawing press. Vol. 
79, p. 205E. 
Oldfield & Schofield Co., Ltd., Boothtown, 


Halifax, England. 
80-ton power press. Vol. 79, p. 10E. 
Henry Pels & Co., Ltd., 32 Osnaburgh St., 
London, N.W., England. 
20-ton and 75-ton folding 
79, p. 492E. 
L. Schuler, A.G., Gdppingen, Wirtemberg, 
Germany. 
Four-column 
sided extruding press; 
press. Vol. 79, p. 190E. 
Stedall-Dowding Machine Tool Co., St. John 
St., Clerkenwell, E.C., England. 
Bolinder-Munktell inclinable 
presses. Vol. 79, p. 56E. 


Taylor & Challen, Ltd., Birmingham, Eng- 
land. 


presses. Vol. 


inclinable press; double- 
double-sided crank 


power 


Notching and hot brass presses. Vol. 79, 
p. 253E. 
Welding Machines 
A-1 Electric Welding Appliances Co., 64 


Victoria St., London, S.W., England. 
Automatic flash welding machine for au- 
tomobile bodies. Vol. 79, p. 542E. 
Barimar, Ltd., Lamb’s Conduit St., London, 
W.C., England. 
Sopromo welding process. 
438E. 
British Oxygen Co., Ltd., Victoria Station 
House, Westminster, S.W., England. 
Alda steel welding rod. Vol. 79, p. 364E. 
55-in. universal cutting machine. Vol. 79, 
p. 380E. 
Hancock & Co., Ltd., Croydon, England. 
Circaline straight and Circle oxygen cut- 
ting machines. Vol. 79, p. 494E. 
New Process Welders, Ltd., Scott’s Road, 
Southall, England. 
Light spot welder. 


Vol. 79, p. 


Vol. 79, p. 496E. 


Other Machines 


John Ackworthie, Ltd., Coleshill St., 
mingham, England. 


Marking machine. Vol. 79, p. 409E. 


Bir- 
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Adcock & Shipley, Leicester, England. 
Connecting-rod babbitting machine. 
79, p. 122E. 
Quenching machine for cam shafts, etc. 
Vol. 79, p. 619E. 
G. H. Alexander Machinery, Ltd., Coleshill 
St., Birmingham, England. 
Sunbeam internal spline honing machine. 
Vol. 78, p. 677E. 
J. Bigwood & Son, 
England. 


Vol. 


Ltd., Wolverhampton, 


Centerless shaft-turning machine. Vol. 
79, p. 168E. 
Brookes, Ltd., Oldbury, England. 

Four-unit wire-drawing machine. Vol. 


79, p. 606E. 
Buck & Hickman, Ltd., Whitechapel Road, 
London, E., England. 

Ezisheer bench shears. Vol. 79, p. 411E. 
W. Canning & Co., Ltd., Great Hampton St., 
Birmingham, England. 

Centerless polishing machines. 
p. 270E. 

Climax Rock Drill and Engineering Works, 
Ltd., Carn Brea, Cornwall, England. 
Rock drill sharpeners. Vol. 79, p. 464E. 


Coventry Machine Tool Works, Ltd., Coven- 
try, England. 

Covmac 3-in. cold heading machine. Vol. 
79, p. 255E. 


Vol. 79, 


2-in. Covmac forging machine. Vol. 79, 
p. 283E. 

g-in. bolt trimming machine. Vol. 79, p. 
298E. 


Craven Bros., Ltd., Reddish, Stockport, Eng- 
land, 
Ingot slicing machine. Vol. 79, p. 574E. 
Gun-rifling machine. Vol. 79, p. 700E. 
Single-head crankpin re-turning machine. 
Vol. 79, p. 572E. 
Ferranti, Ltd., Hollinwood, England. 
Pivot hardening machine. Vol. 79, p. 
333E. 
Fry’s, Ltd., 24 King St., London, E., Eng- 
land, 
Apex flex bending machine. 
299K. 
Alfred Herbert, Ltd., Coventry, England. 
Edgwick vertical broaching machine. Vol. 
78, p. T52E. 
Edgwick sawing and filing machine. Vol. 
79, p. 712E. 
Hey Engineering Co., Ltd., Coventry, Eng- 
land. 
Gear-tooth rounding machine. 
p. 450E. 
Kendall & Gent, Ltd., Manchester, England. 
Kenco screwing machine with taper chas- 
ing attachment. Vol. 79, p. 714E. 


Kitchen & Wade, Ltd., Halifax, England. 


Vol. 79, p. 


Vol. 79, 


Combination machine tool. Vol. 79, p. 
272E. 
B. & 8S. Massey, Ltd., Openshaw, Man- 


chester, England. 

Spring power hammer. Vol. 78, p. 724E. 
Modern Woodworking Machines, Ltd., New- 
foundpool, Leicester, England. 

Gem motorized bench vertical 
molder. Vol. 79, p. 254E. 

Curd Nube, Offenbach-am-Main, Germany. 

Universal bench engraving machine. Vol. 
79, p. 87E. 

Henry Pels & Co., Ltd., 32 Osnaburgh St., 
London, N.W., England. 
Gullotine Shears. Vol. 79, p. 501E. 


S. Russell & Sons, Ltd., Leicester, England. 
4 20-in. automatic hydrofeed cold saw. Vol. 
79, p. 559B. 

Hot sawing and burring machine. 
9, p. 105B. 


spindle 


Vol. 
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Selson Machine Tool Co., Ltd., 8 Victoria 
St., London, S.W., England. 
Flanging machine. Vol. 79, p. 492E. 
Leo C. Steinle, Ltd., Marsham St., West- 
minster, S.W., England. 
Béché double swage hammer. 
678E. 
G. Swift & Sons, Ltd., Halifax, England. 
Tube cutting-off machine. Vol. 79, p. 
480E. 
Charles Taylor, Ltd., Birmingham, England. 
Key-notching machine. Vol. 79, p. 167E. 
Engraving machine. Vol. 79, p. 298E. 


Vol. 78, p. 


Wadkin & Co., Leicester, England. 
Electric patternmaking machine. 

p. 557E. 

A. C. Wickman, Ltd., Coventry, England. 


Ryder centrifugal babbitting machine. 
Vol. 78, p. 765E. 


Vol. 79, 


Machine Accessories 


Edgar Allen & Co., Ltd., Sheffield, England. 
Sharpaform milling cutters. Vol. 79, p. 
121E. 
Brooke Tool Manufacturing Co. Ltd., Greet, 
Birmingham, England. 
Facing heads and counterboring tools. 
Vol. 79, p. 284E. 
Thomas Chatwin & Co., Gt. Tindal St., Bir- 
mingham, England. 
Relieved dies. Vol. 79, p. 302E. 
English Steel Corp., Ltd., Sheffield, England. 
Vickers adjustable reamers. Vol. 79, p. 
667E. 
Fry’s, Ltd., 24 King St., London, E., Eng- 
land. 
Pocket saw; drill stand. Vol. 79, p. 559E. 


Tabra’s British Electric Co., 21 St. John’s 
Square, Clerkenwell, E.C., England. 


Multiple toolholder for lathe. Vol. 79, p. 
121E. 
Portable Tools 
B.E.N. Patents, Ltd., Gorst Road, Park 


Royal, N.W., England. 
Flexible-shaft equipment. 
254E. 
Black & Decker, Ltd., Slough, England. 
6-in. high cycle portable grinder and 
buffer ; 7-in. and 9-in. high cycle right angle 
sander. Vol. 79, p. 496E. 
Bosch Ltd., Larden Road, London, W., Eng- 
land. 
Electric screwdrivers. Vol. 79, p. 154E. 
Electric valve grinder. Vol. 79, p. 168E. 
Electric hand shearer. Vol. 79, p. 206E. 


Broom & Wade, Ltd., High Wycombe, Eng- 
land. 

Broomwade pneumatic corner drills, 
Broomwade pneumatic squeeze riveter, and 
Broomwade pneumatic die grinder. Vol. 79, 
p. 494E. 


Desoutter Bros., Ltd., the Hyde, Henden, 
N.W., England. 
Electric drill guns. Vol. 79, p. 253E. 


Exwell tool-lapping machine made by 
Abawerk, Alig & Baumegartel, Aschaffen- 
burg, Germany. Vol. 79, p. 38E. 


Hilmor, Ltd., 65 Southampton St., London, 
N., England. 


Portable tube-bending outfit. 
527E. 


Vol. 79, p. 


Vol. 79, p. 








Major, Robinson & Co., Ltd., Cornbrook, 
Manchester, England. 
Scols multi-bar hand lever bending ma- 


chine. Vol. 79, p. 527E. 
S. Wolf & Co., Ltd.. Hangar Lane, Ealing, 
W., England. 


Electric sander; combined valve 
grinder and drill. Vol. 79, p. 698B. 


seat 


Electrical Equipment 


S. Bornett & Co., Ltd., 7 Idol Lane, London, 
r.C., England. 
Rectophot __ electric 
Vol. 79, p. 72EB. 
British Thomson-Houston Co, Ltd., Rugby, 
England. 
Shunt-phase advancer. 


copying apparatus. 


Vol. 79, p. 105E. 


Worm-geared motor-units. Vol. 79, p. 
236E. 
Fractional-hp. capacitor motors. Vol. 79, 


p. 379E. 
Variable-speed polyphase 
motor. Vol. 79, p. 699E. 
Switch-starter for single-phase fractional- 
hp. motors. Vol. 78, p. 713E. 


Ltd., 


commutator 


Crompton Parkinson, Guiseley and 
Chelmsford, England. 
Minor motors for a.c. and d.c. from 1/20 


to 14-hp. Vol. 79, p. 651E. 


General Electric Co., Ltd., Kingsway, Lon- 
don, W.C., England. 

Control equipment for electric cranes. 
Vol. 79, p. 345E. 

Direct-current timing starters for indus- 
trial motors. Vol. 79, p. 539E. 


Higgs Motors, Ltd., Witton, Birmingham, 
England. 
Motor units for machine tools. 


p. 9E. 
Laurence, Scott & Electromotors, Ltd., Nor- 
wich, England. 
Steel mill motor. Vol. 79, p. 423E. 
Sadi Engineering Co., Ltd., 31 Portugal St., 
Kingsway, W.C., England. 
Self-contained electric driving unit. 
79, p. 72E. 


Vol. 79, 


Vol. 


Gaging and Measuring Equipment 


J. E. Baty & Co., 39 Victoria St., London, 
S.W., England. 


Mercer dial micrometer and crankshaft 


gage. Vol. 78, p. 778E. 
R. & J. Beck, Ltd., 69 Mortimer St., London, 
W., England. 

Luminex hand microscope. Vol. 79, p. 
363E. 


Burton, Griffiths & Co., Ltd., Birmingham, 
England. 


Solex pneumatic micrometer. Vol. 78, p. 
710E. 
Cambridge Instrument Co., Ltd., 45 Gros- 


venor Place, S.W., England. 
Scratch extensometer. Vol. 79, p. 255E. 


Catmur Machine Tool Corp., Ltd., Caxton 
St., London, S.W., England. 
John Bull dial gage made by British In- 


dictators, Ltd. Vol. 79, p. 620E. 


Churchill Machine Tool Co., Ltd., Broad- 
heath, England. 


Sizing gage for plain grinders, Vol. 79, 
p. 271E. 
Cooke, Troughton & Simms, Ltd., York, 
England. 

Vickers projection microscope. Vol. 78, 
p. 792E. 


Vickers contour projector. Vol. 79, p. 23E. 
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Foster Instrument Co., Ltd., Letchworth, 
England. 
Flexipush automatic temperature con- 


troller. Vol. 79, p. 495E. 

Franklin-Carter Co., 159, Great Charles St., 

Birmingham, England. 
Vertical contour projector. 

695E. 

Alfred Herbert, Ltd., Coventry, England. 
Zeiss Orthotest. Vol. 79, p. 301E. 


Ernst Leitz, Wetzlar, Germany. 


Profile measuring microscope. Vol. 79, p. 
178E. 


Combined universal microscope and cam- 
era. Vol. 79, p. 491E. 


Large metallographic microscope. 
79, p. 502E. 
J. Leete & Co., Ltd., Coventry, England. 


Back-button dial indicator. Vol. 78, p. 
752E. 


Vol. 78, p. 


Vol. 


Hercules dial gage and stand. Vol. 78, 
p. 810E. 
Loewe-Gesfiiral, Berlin, Germany. 
Measuring device for worms, hobs, etc. 


Vol. 78, p. 751E. 


Moore & Wright, Ltd., Sheffield, England. 
Universal surface gage. Vol. 79, p. 254E. 


James Neill & Co., Ltd., Sheffield, England. 

Eclipse direct-reading saw set. Vol. 79, 
p. 236E. 

A. C. Sphinx Sparking Plug Co., Ltd., Dun- 
stable, England. 

A. C. gap gage. Vol. 79, p. 464E. 
Stedall-Dowding Machine Tool Co., Ltd., St. 
Johns St., Clerkenwell, E.C., England. 

Leitz toolmakers’ microscope and 
jector. Vol. 78, p. 706E. 

A. C. Wickman, Ltd., Coventry, England. 

Wimet-tipped plug and snap gages. Vol. 
79, p. 270E. 

Carl Zeiss, Ltd., Mortimer St., London, W., 
England. 


Zeiss-Neophot metallurgical 
and camera. Vol. 78. p. 779E. 


pro- 


microscope 


Testing Equipment 


W. & T. Avery, Ltd., Soho Foundry, Bir- 
mingham, England. 
Portable self-indicating universal testing 


machine. Vol. 78, p. 712E. 
S. Denison & Sons, Ltd., Hunslet, Leeds, 
England. 

6,000-lb. vertical wire tester. Vol. 79, p. 
638K. 
E. G. Herbert, Ltd., Levenshulme, Man- 


chester, England. 

Olsen-Boyd 20,000-Ilb. compression testing 
machine. Vol. 79, p. 58E. 

Jones & Shipman, Ltd., Leicester, England. 

2-in. twist drill testing machine. Vol. 79, 
p. 606E. 
Losenhausenwerk, 
Germany. 

Hardness testing machine. 
178E. 

A. Reyrolle & Co., Ltd., Hebburn-on-Tyne, 
England. 

Portable earth-tester. Vol. 
Salford Electrical Instruments, Ltd., 
ford, England. 

G. E. C. electromagnetic fatigue-tester. 
Vol. 79, p. 463E. 

Selson Machine Tool Co., Ltd., Abbey House, 
Victoria St., S.W., England. 
Skoda-Savin wear-testing machine made 


Diisseldorf-Grafenburg, 


Vol. 79, p. 


79, p. 713E. 
Sal- 
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Tensometer, Ltd., 73 Southampton Row, 
London, W.C., England. 


Hounsfield wormgear-operated tensiom- 
eter. Vol. 79, p. 573E. 


Transmission Equipment 


Crofts, Ltd., Thornbury, Bradford, England. 
Self-tensioning drives. Vol. 79, p. 91E. 


Vertical-shaft geared-motor units. Vol. 
79, p. 437E. 

Variable-speed reduction. Vol. 79, p. 
449F. 

Variable-speed drive for machines. Vol. 


79, p. 621E. 
Multispeed geared motor; 
duction sets. Vol. 79, p. 665E. 
Variable-speed drive with independent 
inching drive. Vol. 79, p. 712E. 


two-speed re- 


Belts for variable-speed gears. Vol. 78, 
p. 812E. 
C. O. Ericsson Engineering Works, Ltd., 


King’s Norton, Birmingham, England. 
Christiansen infinitely variable speedbox. 

Vol. 79, p. 314B. 

Alfred Herbert, Ltd., Coventry, England. 
Multiple-disk friction clutch. Vol. 79, p. 

73E. 

J. Neiil & Co., Ltd., Sheffield, England. 
Eclipse non-electric magnetic chuck. Vol. 

78, p. 712E. 

Newton Bros., Ltd., Derby, England. 
Fluid power transmission. Vol. 

256E. 

Power Plant Co., Ltd., West Drayton, Mid- 

dlesex, England. 


Forster Power-plant 
clutch. Vol. 79, p. 25E. 


79, p. 


electromagnetic 


and Hoist 
Ltd., Kings- 


Witton-Kramer Electric Tool 
Works, General Electric Co., 
way, London, W.C., England. 


Magnetic clutch. Vol. 79, p. 90E. 


Miscellaneous Equipment 


E. H. Alexander Machinery, Ltd., Coleshill 
St., Birmingham, England. 


Loewe precision compound worktables. 
Vol. 79, p. 283E. 

New hydraulic diesinker attachment 
made by Clearing Duplicator Corp., Chi- 
cago, Ill., Vol. 79, p. 541E. 

Amal, Ltd., Birmingham, England. 

Bunsen burner. Vol. 79, page 437E. 

Bunsen burner with adjustable jet. Vol. 
78, p. 711E. 

B. E. M. Patents, Ltd., Gorst Road, Park 


Royal, N.W., England. 


Portable two-gun spray painting outfit. 
Vol. 79, p. 105E. 


Spray paint gun. Vol. 79, p. 379E. 


Brayshaw Furnaces & Tools, Ltd., Man- 
chester, England. 
Oil-fired bar-heating furnace. Vol. 79, p. 


651E. 
British Oxygen Co., Ltd., Victoria Station 
House, Westminster, S.W., England. 
High-speed metal-spraying pistol. 
79, p. 273E. 
British Thomson-Houston Co., Ltd., Rugby, 
England. 
Spring-pattern flexible couplings. Vol. 79, 


Vol. 


at Pilsen, Czechoslovakia. Vol. 79, p. 528E. p. 122E. 


148d 








Broom & Wade, Ltd., High Wycombe, Eng- 
land. 


Air compressors, 


Vere Street, 


Vol. 79, p. 252E. 


J. Broughton, Birmingham, 
England. 
Twinsok machine lighting units. 


p. 649E. 
B. & F. Carter & Co., Ltd., Whitehall Street, 
Rochdale, England. 


Carter-Albion ratchet and rotary count- 
ers. Vol. 79, p. 394E. 


Constructors, Ltd., Tyburn Road, Erding- 
ton, Birmingham, England. 


Accoway print and tracing filing system. 
Vol. 79, p. 588E. 


Electromagnets, Ltd., 2 Church St., Colmore 
Row, Birmingham, England. 


Rotary drum separator; magnetic chuck. 
Vol. 79, p. 503E. 


Vol. 79, 


Felco Hoists, Ltd., 17 Victoria St., S.W. 
England. 

Self-locking rope pulley hoist. Vol. 79, p. 
527E. 


Flextol Engineering Co., Ltd., 18 Dartmouth 
St., Westminster, S.W., England. 


Flexible-shaft handpieces. Vol. 
558E. 
Alfred Herbert, Ltd., Coventry, England. 
74-in. electric chuck. Vol. 79, p. 192E. 


& Co., Ltd., Huddersfield, 


73, PD. 


Ww. C. Holmes 
England. 

B. M. meter for gas-fired furnaces. 
79, p. 363E. 


Henry Lindsay, 47, Queen's Road, Bradford, 
England. 
Safety hook-bolt heads. 


E. N. Mason & Sons, Ltd., Colchester, Eng- 
land. 

New century continuous photo-copiers. 
Vol. 79, p. 526E. 
Ozalid Co., Ltd., 1, Central Buildings, West- 
minster, S.W., England. 

Power dry-developing machine. 
p. 574E. 
Pneulec, Ltd., Mafeking Road, Smethwick, 
England. 

Silkysand disintegrator. Vol. 79, p. 252E. 


Vol. 


Vol. 79, p. 423E. 


Vol. 79, 


Rapid Magnetting Machine Co., Ltd., Bir- 
mingham, England. 
Electromagnetic separator. 
299E. 
Rawlplug Co., Ltd., Cromwell Road. South 
Kensington, S.W., England. 
Expansion bolts. Vol. 79, p. 38E. 


Simmonds Accessories, Ltd., Shell-Mex 
House, Strand, W.C., England. 


Elastic-stop nut. Vol. 79, p. 715E. 


Herbert Terry & Sons, Ltd., Redditch, Eng- 
land. 
Anglepoise electric lamp. Vol. 79, p. 684E. 


A. G. Thornton, Ltd., King Street West, 
Manchester, England. 

P.1L.C. differential-scale slide rules. 
79, p. 238E. 


Turner Manufacturing Co., Wolverhampton, 
England. 

Flexible pipes for suds, oil, etc. 
p. 167E. 


Wearden & Guylee, Ltd., Bradford, Eng- 
land. 

Marvel drill chuck. Vol. 79, p. 396B. 
Henry Wiggin & Co., Ltd., 
England. 

K monel metal. Vol. 79, p. 299E. 

F. Wigglesworth & Co., Ltd., Shipley, Eng- 
land. 

Elcard flexible coupling. Vol. 79, p. 397E. 


Vai. 72, 'p.- 


Vol. 


Vol. 79, 


Birmingham, 
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Al Smith threatens to “take a walk”... Nye 
probe peters out when Senator tries to fix blame 
on Wilson . . . 48 AAA’s planned where only one 
grew before . . . Reciprocal Trade Act questioned 


WasHIncToN—‘We can either take on 
the mantle of hypocrisy or we can take 
a walk, and we will probably do the 
latter.” What does “take a walk” 
mean? Does it mean that Al Smith 
will lead a bolt of conservative Demo- 
crats? Or does it mean merely, as 
Administration interpreters would have 
us believe, that the former New York 
governor will refuse to lend his sup- 
port if representatives of the Demo- 
cratic party indorse the Administra- 
tion? 

Hearers of the Liberty League 
broadcast will be inclined to conclude 
that the milder view of Al Smith’s 
speech is the result of wishful thinking; 
that his words were too much akin to 
a declaration of war on the New Deal 
to herald retirement to the side lines 
should the Philadelphia convention 
confirm Rooseveltian policies. 

At any rate the cryptic phase of the 
Smith speech is a good attention get- 
er; “take a walk” may eventually win 
a place alongside of “do not choose” as 
a prime political enigma. One thing 
is clear—that the conservative Demo- 
cratic stand is defined and cut to beat 
the New Deal at Philadelphia, or later. 
All of which may have marked effect 
on political history. 


Nye Denied 


In his Senate Munitions Committee, 
Senator Nye had a perfect political 
set-up. Popular opinion was quite 
willing to accept his premise that wars 
were financial promotions. Spotlight 
and headlights were assured, with part- 
ners of the House of Morgan to be put 
through their paces. Truly the Sena- 
tor’s big moment. All he needed was 
a modicum of evidence to establish 
himself as No. 1 demagogic delver. 

But somewhere something went sour. 
Mr. Morgan and his _ international 
bankers showed that most of the start- 
ling revelations had appeared in public 
print during war and prewar years. 
So forthright and convincing were their 
statements that the Senator was glad 
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to get them off the stand. In short, 
the investigation proved a fizzle. 

Then Nye made a tactical error. 
To make his case against the bankers 
hold water he sought to demonstrate 
that Woodrow Wilson was putty in 
Morgan’s hands. 

Thousands of Wilson worshipers 
throughout the country cried out in 
protest against this besmirching of 
their dead idol’s name. Led by Sen- 
ator Glass, Wilson supporters rushed 
in, threatened to scuttle continuation 
of the Nye investigation, muddled up 
neutrality legislation. 


Probable Neutrality Law 


Senatorial tempers were not made 
sweeter by Father Coughlin’s offer to 
finance the inquiry himself. Even 
those who privately agreed with Nye 
in his move to put the White House 
and State Department in a. strait- 
jacket at the start of hostilities may 
now find it difficult to lend him sup- 
port. Probability is that the law even- 
tually passed will be along the lines of 
the Pittman-McReynolds _ bill—what 
the Administration wants—giving the 
White House discretion as to just what 
articles shall be embargoed. 

Realization grows, however, that 
neutrality is something impossible to 
guarantee by statute. Withholding of 
trade in wartime is in itself an unneu- 
tral act. 

If the U. S. provides for a stoppage 
of supplies during hostilities, nations in 
danger of being drawn into conflict 
will seek to insure sources within their 
own borders or with countries that will 
not desert them when most needed. 
Already the conviction of nations that 
they must be self-sustaining in nitro- 
gen supply has led to encouragement of 
plants for its synthetic production to 
such an extent that, although 1935 
consumption reached an all-time peak, 
plants operated at an average of only 
43 per cent. American interest in 
branch plants abroad is_ reviving. 
Thus this country’s industry and agri- 


culture would be making a real trade 
sacrifice to the cause of peace—a futile 
move that makes it actually easier 
for certain nations to go to war. 

Three steps appear probable in the 
process of salvaging the aims of the 
AAA. The House has already appro- 
priated $300,000,000 to pay benefits to 
farmers contracted for under the de- 
funct law. A second step is an amend- 
ment to last year’s soil conservation 
act which would control crops by 
stretching the term “soil erosion” to 
include loss of fertility. By broaden- 
ing this act, federal bonuses are ex- 
pected to reach 6,000,000 formers, 
double the number under the late AAA. 
Benefits under this proposal would be 
spread over the entire 350,000,000 
acres of cultivated land in the U. S 

A third step is the state aid plan 
under which 48 little AAA’s would be 
set up. State enabling acts would take 
over the present local central boards, 
ostensibly sponsored and permitted by 
the States but paid for and directed 
from Washington. 

Now that the dough boys are as- 
sured of theirs, there is some uncer- 
tainty as to where the cash will come 
from. Distribution of $2,100,000,000 
to the veterans may give business a 
fillip, but this outlay together with 
farm payments must be made over and 
above a budget that exceeds by $2,- 
375,000,000 any peace time budget 
ever before laid before Congress. Small 
wonder that inflation rumors have 
been received and the dollar weakened 
in foreign exchange. European experi- 
ence with inflation is more recent and 
thorough than ours. Apprehension 
there as to the stability of the dollar 
is largely dicounted here because of the 
prospects of increased federal receipts 
with greater business activity. But 
continued demands by pressure groups 
will give greater weight to foreign 
viewpoint. Senator Couzens has 
already stated that next year’s $11,- 
500,000,000 Treasury financing will 
jeopardize the bond market. 


Will Fight Bilateral Treaties 


A move to test the constitutionality 
of the Reciprocal Trade Agreement Act 
was made by J. Carson Adkerson, 
president of the American Manganese 
Producers Association, who announced 
the foundation of the Raw Materials 
National Council to initiate such ac- 
tion. Careful handling of the two-way 
pacts plus increased foreign trade has 
lessened opposition in some quarters 
against any reduction in duties. For- 
eign trade authorities pretty well agree 
that the bilateral treaty approach ap- 
pears to be the most practical means 
of moderating trade barriers. How- 
ever, this policy will always meet with 
some resistance as exemplified in the 
present action. 
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AND 
OTHER MATTERS 


Hard winter gives Detroit a breathing spell .. . 
G. M. plans “Parade of Progress” . . . Bonus seen 
as bullish factor . . . Big tooling programs held-up 
. . . Briggs pushes styled stamped metalware 


BURNHAM FINNEY 
Western Editor 


Derrorr—When the motor car indus- 
try decided to introduce its new 
models in the fall instead of at the 
year-end, sales executives predicted 
that November and December would 
be fattened in volume at the expense 
of January and February. That is what 
has happened. Despite all the bally- 
hoo that the buying habits of the pub- 
lic could be changed overnight, no 
sensible person in Detroit expected the 
industry to escape entirely the depress- 
ing effects of winter. 

It is hard to understand, therefore, 
why a tremor of fright seems to have 
run through southern Michigan be- 
cause car factories have cut down 
schedules. Obviously it is only a tem- 
porary “breathing spell” prior to the 
big push in the spring. The situation 
isn’t alarming. Dealers and factories 
did a thumping business in the final 
two months of 1935. Passenger car 
sales then amounted to 15.4 per cent 
of the year’s total, compared with 9.6 
per cent in the same months of 1934 
and 10.2 per cent in 1933. A let-down 
was inevitable. 

Detroit never accepts any adverse de- 
velopments without an attempt to 
fight them off. All General Motors di- 
visions except Cadillac-LaSalle now 
have old car junking programs. Car 
makers generally are giving buyers of 
late models of used cars an opportunity 
to finance them over eighteen months. 
General Motors is starting its spring 
shows in Jacksonville, February 1 and 
will work north, scheduling sixteen dur- 
ing February and twenty-six during 
March. It also is sending on its way 
to Florida with a splurge of publicity 
its “Parade of Progress.” This is a 
traveling caravan, displaying prac- 
tically all of the corporation’s products, 
which will move from town to town 
and eventually will make almost every 
city in the United States. 
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Car production is down from De- 
cember and in the next month will be 
regulated strictly according to retail 
sales demand. About March 1 the in- 
dustry will begin to build up dealers’ 
stocks again for the spring trade and 
there should be four months of high 
operations from then until July 1. 
Low-price car companies are bullish 
about the year’s outlook. They feel 
that their sales will benefit, both di- 
rectly and indirectly, from the distri- 
bution of several billions of dollars by 
the federal government through the 
WPA and bonus payments. In addi- 
tion, they will get their share of busi- 
ness resulting from further industrial 
recovery. They refuse to be worried 
over the possibility of curtailment of 
the farmer’s purchasing power, believ- 
ing that the government will find some 
legal means of continuing payments 
this year and that commodity prices 
anyway will keep up so that crop in- 
come will not be impaired. 

Equipment buying since January 1 
has been in substantial volume and 
promises to swell to large proportions 
in the next few months as car manu- 
facturers begin their tooling programs 
for 1937. Regardless of the fact that 
the industry generally seems commit- 
ted to a continuation of conservative 
designs next year, expenditures will be 
huge for equipment in connection with 
changes in materials and with reduc- 
tion of production costs. Chevrolet, 
for example, is understood to have 
placed orders for equipment to ma- 
chine a new type of light-weight cast 
alloy iron piston to be used in 1937 
cars; some machinery is yet to be 
bought for this job. Incidentally, the 
competition among piston materials 
has reached fever heat. Most com- 
panies are committed for the present 
to aluminum, but Lincoln is using a 
cast alloy steel developed by the Ford 
metallurgical laboratories. Chevrolet 
and Pontiac now are putting cast iron 
pistons into their cars, the pistons be- 





ing designed so that lightness of weight 
is achieved. 

A prominent car builder temporarily 
has held up all orders for machine tools, 
but has not cancelled them. It is be- 
lieved that the “go ahead” signal will 
be given shortly, thus releasing to the 
machinery trade business valued at 
several hundred thousand dollars. Sel- 
dom have equipment companies had so 
many inquiries out at one time in the 
automobile industry. An important 
machine tool maker, for instance, re- 
ports $1,500,000 worth of pending 
orders. It is reported that all General 
Motors car divisions have estimated 
their equipment budgets for 1937, and 
these now are in the hands of the cor- 
poration’s high command in New York. 


Still Larger Stampings 


Despite reports to the contrary, no 
tooling programs for 1937 have yet got 
under way. Automotive engineers 
seem agreed that rear-engine cars are 
inevitable, but just how long the in- 
dustry will hold off this innovation on 
production jobs is another matter. 
While some builders are going so 
far as to make plans some day (not 
next year) to stamp an entire side of 
a car out of a single steel sheet and 
weld the two parts together, one com- 
pany is experimenting with a plastic 
body with a tubular steel framework. 

Automobile companies are spending 
more money this year than ever before 
in rust-proofing sheet metal parts. 
Pontiac, for example, has in operation 
a spra-bonderizing system which rust- 
proofs 150 sq. ft. of sheet metal per 
car at the rate of 9,000 sq. ft. per hr., 
thereby substantially reducing the 
bonderizing time. Chevrolet cromo- 
dizes sheet metal parts for its current 
models. So does Hudson. 

The motor car industry is in a 
period of expansion of plant facilities. 
Chrysler is to use the old Wills-St. 
Claire plant at Marysville, completely 
renovated, for manufacture of service 
parts. General Motors has let con- 
tracts for both its Los Angeles assem- 
bly plant for Buick, Olds and Pontiac, 
and for the Grand Rapids Stamping 
Division. No one would be surprised 
to see Plymouth add equipment to in- 
crease its facilities. General Motors is 
ready to reopen the Brown-Lipe- 
Chapin plant at Syracuse, N. Y., unless 
the labor situation there becomes un- 
favorable. Seeking as many sources 
as possible for major parts manufacture 
within its own ranks, General Motors 
may further spread out its operations 
in the next year. 

Not so much progress is being made 
by the car maker investigating the 
use of a cast crankshaft in place of the 
present forged shaft. The company is 
said to be designing a new engine built 
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around the cast shaft—and adoption 
of that engine, necessitating large tool 
purchases, is some time away. 

- ¢ @ 

The fight is on between the old es- 
tablished makers of cast iron plumb- 
ing ware and the Briggs Mfg. Co., 
Detroit, which has recently gone into 
production of stamped metalware on a 
big scale. Briggs wired 300 distribu- 
tors the past week that its prices have 
been lowered and, at the same time, it 
is understood that the cast iron people 
raised their prices. The two lines are 
now competitive in price, and those on 
the sidelines are watching to see what 
place the new stamped plumbing ware 
can make for itself in the retail market. 
It appears to have many things in its 
favor—lightness of weight, ease of in- 
stallation, availability in any color or 
combination of colors at no extra cost, 
and new styles in design. 

In the late fall of 1934 a group of 
manufacturers at Dayton, Ohio, set 
out to help stabilize employment and 
incomes of workers by building stock 
ahead in the slack season. Frigidaire 
Corp. produced refrigerators and re- 
frigerator parts during November, De- 
cember and January far in excess of 
the then current retail demand. An- 
nual sales convention of factory field 
forces was held about two months 
ahead of the usual time. Delco built 
small motors and stored them, and 
Moraine Products made bearings and 
other products in anticipation of fu- 
ture sales. Inland Mfg. Co. joined 
whole-heartedly in the program. All 
of the companies “stuck their necks 
out” in a good cause, which worked 
out satisfactorily. These companies 
are doing the same thing this winter, 
the result being that sharp manufac- 
turing peaks have been lopped off, a 
result well worth the cost. 


Detroit Trains Boys 


Forty-seven metal-working factories 
in Detroit have established apprentice 
training courses and have more than 
500 boys enlisted. It is believed that 
by next fall more than 1,000 boys will 
be enrolled. This is considered an ex- 
cellent start in the program to provide 
Detroit industries with the 3,600 skilled 
workers annually which it has been 
estimated are needed to replace those 
who drop out of the active ranks for 
various reasons. In a few cases in 
Detroit and Flint the boys in training 
are not put in the factory, but are edu- 
cated in a separate shop well equipped 
with modern machinery. After they 
have taken a four-year course, they 
then are given production jobs. The 
Chevrolet school at Flint, established 
five years ago, already has graduated 
48 boys of whom three are now fore- 
men. 
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R. R. Teetor Takes Office 
At S. A. E.’s Largest Meeting 


Derrorr — The biggest and busiest 
annual meeting, in the history of the 
Society of Automotive Engineers was 
held at the Book Cadillac Hotel, 
Detroit, January 18-17. A program 
which covered every phase of automo- 
tive engineering from production to 
safe operation, from thermodynamics 
to lubrication, and from aircraft to 
diesels, found response in over 2,000 
members and visitors who attended. 
New officers, given in the accompany- 
ing list, were inducted into office. 

Of particular interest to production 
executives were the papers given by 
J. C. Fox, Doehler Die Casting Co., on 
“The Place of Die Castings in Automo- 
tive Design”; by V. P. Rumely, Hudson 


Now Heads S.A.E. 





RALPH R. TEETOR 


Motor Car Co., on “Custom Building 
Production Cars”; and by R. B. 
Schenck, Buick Motor Co., on “Metal- 
lurgy of Transmission Gears.” 

Mr. Fox’s paper made a critical 
analysis of the increasing use of die 
castings in present day automobiles and 
of the physical properties of the 
various types of die cast materials. 
He traced the acceptance of the zinc 
die cast radiator grilles by specific 
makes of cars; in addition, he described 
such properties as corrosion resistance, 
finishing and strength of zinc base, 
aluminum base, copper and magnesium 
base alloy die castings. 

The Hudson method of scheduling 
and routing parts so as to assemble 
custom body jobs on the regular pro- 
duction line was given by Mr. Rumely. 
This system enables the handling of a 
wide variety of options as to body, 
color, upholstery and other specifica- 
tions without disrupting the flow of 


Retiring President 





WILLIAM B. STOUT 





New S.A.E. Officers 


PRESIDENT 
Ralph R. Teetor, 
Chief Engineer, Perfect Circle Co. 


VICE-PRESIDENTS 
AIRCRAFT ENGINEERING 
Opie Chenoworth, 

U. S. Army Air Corps 
DIESEL ENGINEERING 
F. M. Young, 

President, Young Radiator Co. + 
FUELS AND LUBRICATION 
1. B. Rendel, 

Shell Petroleum Corporation 
PASSENGER CAR ENGINEERING 
E. H. Smith, 
Development Engineer, Packard Motor Car Co. 
PASSENGER CAR BODIES 
R. J. Waterbury, 

Body Engineer, Chevrolet Motor Co. 
PRODUCTION 
Karl L. Herrmann, 

Bantam Ball Bearing Co. 
TRACTORS AND INDUSTRIAL POWER 
A. W. Lavers, 

Chief Engineer, Minneapolis Moline Power 
Implement Co. 
TRANSPORTATION AND MAINTENANCE 
H. W. Drake, 

A. F. Blangy Motor Co. 
TRUCK, BUS AND RAIL CAR 
Adolph Geltke, 

Assistant Chief Engineer, Autocar Co. 


COUNSELORS 
Joseph A. Anglada, 
President, Anglada Motor Co. 
Louis Schwitzer, 
President, Schwitzer Cummins Co. 
Alex Taub, 
Development Engineer, Chevrolet Motor Co. 
F. B. Horner, 
Ass’t. to Vice-President, General Motors Corp. 
H. C. Wilson, 
Chief Engineer, Chrysler Corporation 
Austin M. Wolf, 
Consulting Engineer 


David Beecroft, 


Bendix Aviation Corporation 
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Presented at S.A.E. Meeting 


DANIEL GUGGENHEIM MEDAL 
Dr. William F. Durand, 
Professor Emeritus, Stanford University 


WRIGHT MEDAL 
William Littlewood, 
Chief Engineer, American Airlines 


MANLY MEDAL 
Guy E. Beardsley, Jr., 


Project Engineer, Pratt & Whitney Aircraft Co. 


VINCENT BENDIX TROPHIES 
Gold—Ben. O. Howard 
Silver—Roscoe Turner 
Bronze—Russell Thaw 





cars to the shipping docks. Mr. Schenck 
gave detailed information regarding 
the metallurgy and heat-treatment of 
transmission gears, including forging, 
annealing and hardening. 

Great interest was shown in a paper 
by Austin M. Wolf who projected 
himself into the future in order to look 
back at the mistakes in the cars of to- 
day. Another critical paper was pre- 
sented by Herbert Chase who called 
attention to some of the defects in 
present-day design. 

The meeting closed with a session 
held jointly with the American Weld- 
ing Society. “Physical Chemistry of 
Are Welding,” by F. R. Heusel, and 


Index of Orders Based on Volume of Shipments for 1926 














Index of Orders % Forei 
No. of to Total 
Domestic | F oreiga Total Reports Orders 
IIS oii ew o erste aia i 36.7 * 46.2 167 20 
er 64.9 21.1 | 86.0 155 24 
Index of Orders—By Size of Companies 
Group A—Companies reporting year’s sales in 1926 of $200,000 or more: 
Index of Orders % Forei 
No. of to Tota 
Domestic Foreign | Total Reports Orders 
Es ci diweesenanaaere 64.4 22.0 86.4 89 25 
Group B—Companies reporting year’s sales in 1926 of less than $200,000: 
PN 0008+ cas anueeee 77.4 j 8.6 | 86.0 66 10 
Distribution of Orders 
Average Indexes of Per Cent of Total Reporting in 1935-———-_--—_—. 
Individual Companies Ist quarter 2nd quarter 3rd quarter 4th gpastes 
as, ana s ewes oe ee 16.7 21.6 36.3 35.6 
99 : 16.9 22.0 17.2 21.7 
= 39.6 31.2 31.6 27.7 
Less than 20 26.8 25.2 14.9 15.0 
Group Index of Orders 
ee re ; 60.6 77.5 108.5 98.9 
Group B. ; ; 55.6 63.8 108.6 116.3 
Percentage of Orders for Foreign Delivery 
Ae eee ne 22.1 19.1 35.3 20.1 
i :c:Ga0d cede aie cee ke wee 7.1 9.6 12.4 9.6 








“Fundamentals of Spot Welding,” by 
E. I. Larsen, were presented. Both 
authors are associated with P. R. Mal- 
lory & Co. A complete program of the 
S.A.E. sessions appeared previously on 
these pages (AM—Vol. 79, page 924g) . 


Industrial Review 


® ALMOST WITHOUT exception machinery and machine tool distributors in 
the industrial centers of the country report an upward trend in sales during 
January. Salesmen are finding customers more ready to consider cost reducing 


machinery replacements, and old inquiries are coming to life. 
crease in lathe prices is announced for February 1. 


A small in- 
Inability to find qualified 


men for certain jobs is stimulating interest in trade training. 


® BUSINESS CONTINUES to show improvement in the New England territory. 
Salesmen say that customers are evincing considerable optimism. New York 
business slowed down somewhat during the first half of January but has im- 
proved strongly during the last part of the month to make the total quite a 


satisfactory one. 
sales. 


There is a steady placing of orders for units of medium size. 


Philadelphia also reports a continuation of the upswing in 


Interest 


of executives in modernization is encouraging Pittsburgh distributors to look 


for a very profitable year. 
tinue to exhibit pleasing regularity. 


Immediate sales are not large in volume but con- 


@ JANUARY WAS an excellent month in the Cleveland territory, several com- 
panies reporting business in excess of the satisfactory December volume. 


Detroit is not particularly concerned about labor trouble at the moment. 


The 


automobile manufacturers have not been ordering very much in the way 


of equipment. 


Employment has been down a little but both employment and 


machinery sales are expected to improve considerably within the next two or 


three weeks. 


Toledo reports that conditions are still favorable there with no 
strikes and production schedules well maintained. 


Inquiries are good. In 


Cincinnati inquiries have tapered off somewhat but business has been very 


fair nevertheless. 


There seems to be no immediate danger of labor trouble. 


® DISTRIBUTORS IN St. Louis continue to be optimistic with deferred de- 


liveries one of their worst problems. 
ing amount of business. 


ness lagged somewhat but has been making up for lost time since. 


January has opened with an encourag- 
During the first ten days of the month Chicago busi- 


The Santa 


Fe inquiries for drills and grinders for various shops were the first railroad 


business to come out in some time. 
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Everything is quiet on the labor front 
both around Chicago and also in the Milwaukee vicinity. 
good in both places and prospects for a good year are brighter than ever. 


Inquiries continue 


1935 Machine Tool Orders 
Show 86 Per Cent Rise 


For 1935, the index of machine tool 
orders as compiled by the National 
Machine Tool Builders’ Association, 
averaged 86.0 as compared with 46.2 
for 1934, an increase of 86 per cent. 
Last year’s showing is about 24 per 
cent above the fifteen year average 
(1920-1934). Foreign sales amounted 
to 24 per cent of the total and formed 
a 124 per cent increase for 1935. 

The number of companies reporting 
business of 100 per cent or better 
(based on 1926 shipments) more than 
doubled during the year, while those 
showing less than 20 per cent of the 
1926 level gradually diminished. 

At the end of the year Groups A 
and B, representing large and small 
concerns respectively, had almost the 
same index. As the year progressed, 
however, the smaller companies, which 
started out with comparatively lower 
sales, made greater progress than the 
larger ones. 


April Date Set 
For Gear Meeting 


Monday and Tuesday, April 20 and 
21, have been the dates selected by the 
American Gear Manufacturers Associa- 
tion for its twentieth annual conven- 
tion according to A. A. Ross, president. 
The session will be held at the Adelphia 
Hotel, Philadelphia, Pa. 

Russell L. Ball, Philadelphia Gear 
Works Inc., is chairman of the con- 
vention committee; B. F. Waterman, 
Brown & Sharpe Mfg. Co. is chairman 
of the program committee. 
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Washington Award Goes 
To Charles F. Kettering 


Charles F. Kettering, vice-president 
in charge of research, General Motors 
Corporation, has been selected to re- 
ceive the Washington award for 1936 
by a commission representing the 
American Society of Civil Engineers, 
American Institute of Mining and 
Metallurgical Engineers, American So- 
ciety of Mechanical Engineers, Ameri- 
can Institute of Electrical Engineers 
and Western Society of Engineers. The 
award is given annually when deserving 
candidates are found as “an honor 
conferred upon a brother engineer by 
his fellow engineers on account of 
accomplishments which preeminently 
promote the happiness, comfort and 
well-being of humanity.” 

Formal presentation will be made to 
Mr. Kettering at a dinner to be held 
in Chicago on February 27. Last year 
the recipient was Ambrose Swasey. 


C. C. Carlton Continues 
As Parts Group President 


C. C. Caruton, secretary of Motor 
Wheel Corp., has been reelected presi- 
dent of the Automotive Parts and 
Equipment Manufacturers, Inc., De- 
troit. Ben F. Hopkins, president of 
the Cleveland Graphite Bronze Co., 
will serve as vice-president, M. C. 
Dewitt, vice-president of the Cham- 
pion Spark Plug Co., as secretary, and 
D. W. Ropcer, vice-president of Fed- 
eral-Mogul Corp., as treasurer. 


Used Machinery Dealers 
Retain Present Officers 


At its annual meeting, held at the 
William Penn Hotel in Pittsburgh, 
January 18, the National Association of 
Used Machinery & Equipment Dealers 
voted to continue the present officers 
and directors. J. E. Middleton, of L. F. 
Seyfert’s Sons, Inc., was appointed act- 
ing secretary. Amendments’ were 
adopted providing for individual in- 
stead of the former group membership 
and changing the annual meeting to 
September of each year. 


U. S. Chief Supplier 
of Japanese Farm Tools 


Approximately 75 per cent of the 
mechanic’s tools and agricultural im- 
plements imported into Japan are 
supplied by the United States, accord- 
ing to a report to the Commerce De- 
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partment from its Tokyo office. For 
the first ten months of 1935, total 
Japanese imports in these groups were 
valued at 3,096,914 yen compared with 
2,104,873 yen for the corresponding 
period of the preceding year. During 
1934, Japan bought, in this country, 
mechanic’s tools and _ agricultural 
equipment valued at 763,733 yen. 
Germany, Sweden and Great Britain 
are other sources of these items. 

It is impossible to determine ac- 
curately Japanese production of agri- 
cultural implements as the greater part 
of the output is manufactured by hand 
by artisans in all parts of the country. 


Stuart 


Because of conditions prevailing in con- 
nection with Japanese agriculture, 
Japan does not offer a promising 
market for American manufacturers. 


Prague Fair to Be 


Held Next March 


Immediately following the Leipzig 
Spring Fair, the International Fair at 
Prague, Czechoslovakia, will be held 
this year on March 6-15. Because of 
the revival of this country’s export 
trade, over 3,000 exhibitors are ex- 
pected from many countries. 
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Pat’d Oct. 19, 1926 
In actual use by 18 different exhibitors at the Cleve- 





land Machine Tool Show — under conditions of 





maximum speeds and feeds. 





WE SAY THIS: 


“THRED-KUT”’ 


is different and better! 


“THRED-KUT”’ 


at a nominal 


first cost will handle the tougher jobs and for the easier ones may be 
diluted with from one to twenty parts of low priced petroleum oil. 


“THRED-KUT” 
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cutting oil facts 


is manufactured exclusively by D. A. Stuart &G Co. It is 
backed by seventy years of oil engineering experience. 
This product properly engineered to fit your individual 
plant requirements will save you money. 


new 20 page booklet listing seventeen of the many reasons why this time- 
minute cutting oj! will mean increased operating 
efficiency and increased savings to those plants willing to try it. These 
reasons are published for the plant manager or plant engineer who wants 


D.A.STUART & CO. 
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CHICAGO 
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Dr. A. A. Potter Elected 
Engineering Council Head 


At the 16th annual meeting of the 
American Engineering Council, held in 
Washington, January 10 and 11, Dr. 
A. A. Potter, dean of the schools of 
engineering, Purdue University, was 
elected president for 1936 and 1937. 
Ralph E. Flanders, president of the 
Jones & Lamson Machine Co., is vice- 
president for a two-year term, and J. S. 
Dobbs, professor of civil engineering, 
Iowa State College, for one year. 


r When We Need 


Other members of the executive com- 
mittee and Frederick M. Feiker, execu- 
tive secretary, were re-elected. 

The meeting was opened by retiring 
President J. F. Coleman who spoke on 
the elements needed to revive the con- 
struction industry. A survey of the 
engineering profession was discussed by 
George T. Seabury, chairman of the 
Council’s Engineering and Allied Tech- 
nical Committee, and by Dr. Isador 
Lubin, commissioner of labor statistics, 
whose Bureau is conducting the study. 
Mr. Flanders presented the _ third 
progress report of the committee on 
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Council’s President 





DR. A. A. POTTER 


the inter-relation of production distri- 
bution and production which was re- 
ferred for study to local delegates and 
is to be reported back February 1. 

The All Engineers Dinner, held at 
the Mayflower Hotel, January 10, was 
attended by 450 engineers and was 
addressed by Dr. William F. Durand, 
chairman of the Third World Power 
Conference, and other eminent engi- 
neers. 

Resolutions adopted at the meeting 
contemplate improved technical stand- 
ards in the aviation industry. As the 
results of the work of its aeronautic 
sub-committee, the Council’s Com- 
mittee on Public Relations adopted a 
report supporting aeronautical research 
by the colleges, further studies toward 
a simplification of aircraft construction 
regulations, placement of employees of 
the Bureau of Air Commerce under 
Civil Service, and disfavoring further 
investigations of the industry. 

Dean Potter, chairman of the Com- 
mittee on Patents, presented a report 
dealing with the elimination of frau- 
dulent practices, the use of a single 
signature on patent applications, the 
validation of joint patents, and the 
extension of the full rights of inventors. 


Foundrymen’s Association 
Organizes Safety Section 


To make more effective the work of 
the American Foundrymen’s Associa- 
tion as carried on for a number of 
years for the protection of foundry 
workers, a safety and hygiene section 
has been organized. E. O. Jones for 
many years associated with the Bell 
City Malleable Iron and Racine Steel 
Casting Co., and for the past three 
years consultant of Industrial Relations 
Bureau of the National Founders 
Association, has been made director of 
the newly formed section. His head- 
quarters will be at the A.F.A. offices, 
222 West Adams Street, Chicago, Il. 
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50 Years With Norton 





CHARLES L. ALLEN 


Half-Century Mark 
Passed by Norton Co. 


Last month the Norton Co. of 
Worcester, Mass., makers of grinding 
machines and abrasives, celebrated the 
50th anniversary of its founding. The 
only man who had a hand in the man- 
agement of the company during its 
entire life is Charles L. Allen, who was 
made general manager at the time of 
its founding. This position he held for 
48 years and at various times has been 
secretary, treasurer and president. He 
was elected chairman of the board in 
1933 and holds that position today. A 
special 57-page issue of the company’s 
publication, the “Norton Spirit” com- 
memorates the anniversary. 


J. L. Wick, Jr. Named 
To Head Foundrymen 


Meeting in Cleveland on January 13, 
the nominating committee of the Amer- 
ican Foundrymen’s Association selected 
James L. Wick, Jr., president and gen- 
eral manager Falcon Bronze Co., to 
head the Association’s slate of officers 
for 1936-37. Mr. Wick is at present 
vice-president of the Association and 
has been chairman of the A.F.A. cost 
committee for many years. Other 
nominees named by the committee are 
as follows: 

Vice-president—H. Bornstein, chief 
chemist and metallurgist, Deere & Co. 

For directors to serve for three 
years— 

Marshall Post, vice-president, Birds- 
boro Steel Foundry & Machine Co. 

L. N. Shannon, vice-president and 
production manager, Stockham Pipe 
& Fittings Co. 

James R. Allan, assistant manager, 


Conference Board Finds 
Wage Level Maintained 


Contrary to some of the gloomy 
predictions made when the National 
Industrial Recovery Act was invali- 
dated last May by Supreme Court 
decision, there has been no widespread 
tendency to cut wages, to increase 
hours of work, or to lay off employees, 
according to a study of these matters 
by the National Industrial Conference 
Board. Payroll records of about 2,000 


manufacturing plants in 25 industries, 
which employ more than 


1,000,000 


¢0 


workers, show that hourly earnings and 
employment in October, 1935, were 
above those of April, the last month 
under NRA, and that the average 
working week was less than two hours 
longer. Much of the increase in hours 
reflects better business conditions, and 
in many industries the work week was 
still below that set by the code. 

In 17 of the 25 industries, average 
hourly earnings were higher in October 
than in April; in seven industries they 
were less, and in one industry they 
were the same. Among the seven 
industries in only one was the decline 
more than one cent. 





WYCKOFF DRAWN STEEL COMPANY 


General Offices: First National Bank Bidg., Pittsburgh, Pa. 
Mills at Ambridge, Pa. and Chicago, Ill. 
Manufacturers of Cold Drawn Steels 


Industrial Engineering & Construction 
Dept., International Harvester Co. 

C. C. Gibbs, president, National 
Malleable & Steel Castings Co. 


Dan M. Avey, editor, The Foundry. Turned and Ground Shafting 


Turned and Polished Shafting 
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Illinois Society 


Reaches 50th Year 


At its 5lst annual meeting, to be 
held at Urbana, Ill., January 30, 31 
and February 1, the Illinois Society of 
Engineers will celebrate its 50th birth- 
day. This organization, one of the 
nation’s leaders in its field, was founded 
by two early University of Illinois 
faculty members, Professor A. N. 
Talbot, who although retired is active 
in research investigations on the 
campus almost every day, and Profes- 
sor Ira O. Baker, now deceased. 


The membership today totals 385, 
of whom approximately 300 are ex- 
pected to attend the meeting. A plaque 
will be presented to the university. 


De Vilbiss Announces 
Spray Painting Course 


Training periods of one week on the 
technique of spray painting are avail- 
able to industrial painters, master 
painters, automobile refinishers and 
others at the De Vilbiss school in To- 
ledo. Classes start February 10, 
March 9, April 6, May 4 and June 8. 
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— JUFAIM PRECISION TOOLS 


They ARE accurate, well designed and finished, and have | 
many improved and exclusive features which are great aids to | 


mechanics. 


NEW YORK 


106-110 Lafayette St. 


Specify “~-azw for Your Shop Equipment 


THE JUFKIN fpuLe (0 onchies Fone 


Catalog showing complete line sent on request. 


WINDSOR, ONT. 


SAGINAW, MICHIGAN, U.S. A. 





EXPORT 
OPPORTUNITIES 


Cotton ginning machinery (Agency). 


Santiago, Chile. *9973. 

Cranes, wharf (Agency), Lourenco 
Marques, Portuguese East Africa. 
*9971. 


Cube root drying and grinding ma- 
chinery (Purchase). Lima, Peru. *9975 

Dextrin manufacturing machinery 
(Purchase). Maisons-Alfort, France. 
*9979. 

Egg-carton-filler manufacturing ma- 
chinery, rotary type (Purchase) . Cape- 
town, South Africa. *9976. 

Die-casting machines and other ma- 
chinery and engineering accessories 
(Agency). London, England. *9968. 

Metal iathe, belt driven, with or 
without countershaft (Purchase). The 
Hague, Netherlands. *9977 

Winding machine for making trans- 
former coils for radio sets (Purchase) . 
Kaunas, Lithuania. *9974. 

Chain making machinery (Purchase) . 
Johannesburg, South Africa. *9978. 
manufacturing ma- 
Merida, Mexico. 


Confectionery 
chinery (Purchase) . 
*9972. 

Air-conditioning machinery (Agency) . 
Columbo, Ceylon. *46. 

Bag-cutting machines and printing 
machines (Agency). Durban, South 
Africa. *59. 

Carbon black pressing and packing 
machines (Purchase). Moravska Os- 
trava, Czechoslovakia. *57. 

Cartridge leads and lead wire making 


machinery (Purchase). Wavre, Bel- 
gium. *56. 

Dry-ice manufacturing equipment 
(Purchase). Rotterdam, Netherlands. 
*69. 


Diesel engines (Purchase and agency) . 
Johannesburg, South Africa. *58. 

Ice-cream manufacturing machinery 
and equipment (Purchase). Liverpool, 
England. *82. 


Lead seal making machines (Pur- 
chase). Brussels, Belgium. *55. 

Match making machinery (Pur- 
chase). Paris, France. *53. 

Pumps, turbine, deep well (Pur- 
chase). Paris, France. *54. 


Pyroxylin tooth brush making ma- 


chinery, automatic (Purchase and 
agency). Prague, Czechoslovakia. *42. 
Refrigerating compressors (Pur- 


chase and agency). Prague, Czecho- 


slovakia. *79. 
Tire-valve manufacturing machinery 
(Purchase). Barcelona, Spain. *83. 


*Interested American firms and individ- 
uals may obtain the names and addresses 
of the foreign firms making these in- 
quiries upon application to the Bureau of 
Foreign and Domestic Commerce, U. S 
Department of Commerce, Washington, or 
any district or cooperative office. 
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1936 Metal Congress 
To Be at Cleveland 


Cleveland’s Public Auditorium will 
house the National Metal Congress and 
Exposition, to be staged next October 
19-23. The Congress is sponsored 
annually by the American Society for 
Metals, with the American Welding 
Society, the Wire Association, Institute 
of Metals and Iron and Steel divisions 
of the American Institute of Mining 
and Metallurgical Engineers cooperat- 
ing. 

At the Exposition held in Chicago 
last fall 200 exhibitors used 175,000 
sq.ft. of floor space to show their 
products. 


PERSONALS 


Guen J. Bunpy has been appointed 
vice-president and general manager of 
the Owen Dyneto Corp., Syracuse, N. 
Y., a subsidiary of the Electric Auto- 
Lite Co., Toledo. He has been a mem- 
ber of the parent company’s sales 
engineering staff for several years and 
was formerly production manager of 
the USL Battery Corp., another Auto- 
Lite subsidiary. Mr. Bundy succeeds 
Harry L. Brut who resigned to join 
the Bendix Aviation Corp. 


Atsert F. Suuzer, until recently 
general manager of Kodak Park Works 
of Eastman Kodak Co., has been made 
assistant to the general manager of the 
company. Caries K. FLInt, assist- 
ant to Mr. Sulzer has been promoted 
to general manager of the Kodak Park 
Works. 


E. G. Marsuatu, formerly chief tool 
designer, Remington-Rand, Norwood, 
Cincinnati, has become master me- 
chanic at the Kelly Axe and Tool 
Works, Charleston, W. Va., a division 
of the American Fork & Hoe Co. 


M. L. Eckman has returned to the 
engineering department of the Federal 
Machine & Welder Co., Warren, Ohio. 
The time spent away from the Federal 
company, Mr. Eckman used to conduct 
experimental engineering work with the 
Thompson-Gibb Electric Welding Co., 
Lynn, Mass. 


R. C. Brower, secretary-treasurer, 
Timken Roller Bearing Co., has been 
elected director of the company to fill 
the vacancy created by the death of 
J. G. Opermier. Mr. Brower has been 
identified with the Timken organiza- 
tion since 1916. 


Criype W. BuaKxestes, N. A. Strand 
& Co., has been elected president of the 
Machinery Club of Chicago. A. W. 
Smita, L. S. Starrett Co., was elected 
at the same time as additional member 
of the board. 
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OBITUARIES 


Cot. M. C. Rorry, engineer-econo- 
mist, former vice-president of the In- 
ternational Telephone and Telegraph 
Corp., and since 1934, president of the 
American Management Association, 
died January 18. Col. Rorty was a 
graduate of Cornell University. He 
was first identified with J. G. White 
Co., New York Telephone Co., and 
American Bell Telephone Co., which 
he left in 1903 to become general 


superintendent of traffic with the Cen- 
tral District Telephone Co., Pittsburgh. 
For many years he was associated with 
American Telephone and Telegraph 
Co., and was assistant vice-president 
of Western Union Telegraph Co., from 
1913-1914. In turn he became vice- 
president of the Bell Telephone Se- 
curities Co., and the American Tele- 
phone and Telegraph Co., and presi- 
dent of the International Telephone 
Securities Corp. From 1930 to 1931 
he was vice-president of the American 
Founders Corp. 






















WS! News for 
machinery de- 
signers, sellers and 
buyers! The new Oil- 
gear Fluid Power 
Feeds bring new 
speed, new smooth- 
ness, and new low 
cost. You should have 
the facts. Get them, 
in Oilgear’s big new 
book. The OILGEAR 
Company, 1309 W. 
Bruce St., Milwaukee, 
Wisconsin. 
° 


Shown here: New Oilgecar 
Fluid Power Feed. Note 
flanged mounting, as in- 
tegral machine part... 
Inside pump, eliminating 
hazard and improving 


OILGEAR FLUID POWER FEEDS 


Get this big 
new book, 
FREE—Atlett, 
BakerNo.30- 
HOMachine, 
Oilgear Fluid 
PowerFeed- 
equipped. 
* 


100 to 600% More 
Rapid Traverse Speed 


Up to 50% Lower Cost 


Compensated 


For Speed Variations Under Tem- 
jol=pcetabha-Meotele Ms’ Lold abele Mm Ores elo bh ste) ets) 


Get Oilgear’s 
Big New Book. 
Free, of Course 


appearance... Self-con- 
tained; auxiliary valves 
and tubing are integral 
with pump... Many 
other exclusive 
features. 








FLUID 
POWER 
FEEDS 
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Col. Rorty was particularly well 
known as an economist and was the 
author of several books on economic 
subjects. 


Ausert F. Snore, president, The 
Shore Instrument & Mfg. Co., Jamaica, 
N. Y., died January 17. Mr. Shore was 
the inventor of the scleroscope, an in- 
strument for measuring the hardness 
of metals, in 1907. He was awarded 
the Elliot-Cresson Medal from the 


Erick S. Ekstrom, president of the 
Mechanics Universal Joint Co., Rock- 
ford, Ill., died January 12. Mr. Ek- 
strom started in the company as a 
book-keeper and through succeeding 
positions achieved the presidency. He 
was also a director of the Sundstrand 
Machine Tool Co. 


Grorce Ence, for the past fifteen 
years managing director of the German 
Association of Machine Tool Builders, 


Franklin Institute. Mr. Shore was 59 and a well known engineer, died of a 


years old. 


complication of diseases on December 





MACHINE CLEANING 





WHICH OF THESE 


FIVE 


different operations 


interest YOU 
most? 


Is it pressure cleaning? Stripping paint 
or other finishes? Grinding? Is it tank or 
machine cleaning? Because experience in- 
dicates that opportunities exist in many 
plants for establishing improvements and 
economies in these operations, take advan- 
tage of the helpful suggestions our Service 
Representative can give you on them. 


Let him describe the methods... give 
you the data based on successful practice 

. that will enable you to perform these 
operations better, with less effort and at 
lower cost. Today, 15,110 different con- 
cerns are benefiting through the use of 
Oakite materials and methods. 


That is why we say ... tell us the opera- 
tions that interest you most and then... 
without obligation on your part .. . leave 
the rest to us. You have our assurance we 
will do our utmost to save you money or 
effect some worthwhile improvement. 
Won’t you write us today? 


Manufactured Only By 


OAKITE PRODUCTS, INC., 
24 Thames St., New York 


Branch Offices and Representatives in All Principal Cities cf the U. S. 


TRACE MAR REG S PAT OFF. 


SPECIALIZED INDUSTRIAL CLEANING MATERIALS & METHODS 














22, 1935, in Berlin. He was 61 years 
old. Probably few of those who met 
him at the Machine Tool Show in 
Cleveland last September realized how 
seriously ill he was. His unfailing 
cheerfulness and wit concealed the evi- 
dences of the disease that was destroy- 
ing him. 


Editor Emeritus Dies 





FRED R. LOW 


Fred R. Low Dies, 
Former Editor of Power 


Fred R. Low, editor emeritus of 
Power, died on January 22 at his home 
in Passaic, N. J. He was 75 years old. 

A self-made man whose formal 
schooling stopped at the age of 14, 
Mr. Low achieved wide recognition as 
an engineer and technical editor. For 
42 years (1888-1930), he was chief 
editor of Power. He was a past presi- 
dent of the American Society of 
Mechanical Engineers, former mayor of 
Passaic, honorary member of the 
British Institution of Mechanical En- 
gineers and honorary doctor of en- 
gineering, Rensselaer Polytechnic Insti- 
tute. He was also a member of the 
National Association of Power En- 
gineers. Mr. Low was also author of 
four technical books in the power field. 





Water Gripspen, who began con- 
tributing to the columns of the Ameri- 
can Machinist over 40 years ago, died 
January 11. An excellent mechanic, 
he specialized in experimental and re- 
pair work of the highest grade. Work- 
ing alone in a small shop, equipped 
with high grade machines and many 
attachments of his own design and 
make, he made an enviable reputation 
for high class work. 
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BUSINESS 
ITEMS 


The Torrington Co., Torrington, 
Conn., and its subsidiary, The Bantam 
Ball Bearing Co., South Bend, Ind., 
have appointed A. S. HeLtustrom as 
manager of the Cleveland, Youngs- 
town, Akron and Wheeling districts 
with offices in the Claxton Bldg., Cleve- 
land, Ohio. Mr. Hellstrom joined the 
Bantam organization in January 1934. 


The Mechanical Specialties Mfg. Co., 
Chicago, has changed its name to Gear 
Specialties, Inc., a name more ac- 
curately describing the activities of 
that organization. 


The Quickwork Co., formerly located 
at St. Marys, Ohio, have moved to 
their new plant at 900 N. Spaulding 
Ave., Chicago, Ill. The additional 
products they are turning out include 
welded steel press frames, welded steel 
columns for power hammers and other 
welded rolied steel assemblies. 


Frank J. Lunney, formerly with J. 
N. Moyer, Philadelphia used machinery 
dealer, has gone into business selling 
used presses, shears, brakes, welders 
and sheet metal tools, at 953 N. Front 
St., Philadelphia. 


Detroit Rex Products Co., is open- 
ing a new branch office at 201 N. Wells 
St., Chicago, IIl., to cover the states 
of Wisconsin, Illinois and Missouri. 
The representatives in charge of this 
territory are C. P. Anstiss, S. B. 
Crooks and C. L. June. 


The Bakelite Corp., Bound Brook, 
N. J., and The Black & Decker Mfg. 
Co., Towson, Md., have become mem- 
bers of the Exhibitors Advisory Coun- 
cil, Inc., 330 West 42nd St., New York. 


Harnischfeger Corp., announces the 
appointment of R. L. Meap as mana- 
ger of their Chicago office, 20 North 
Wacker Drive. Prior to his connec- 
tion with Harnischfeger, Mr. Mead 
was connected with the Industrial 
Brownhoist Co., and most recently 
with the Link Belt Co., as district 
sales manager. 


Colt’s Patent Fire Arms Mfg. Co., 
has promoted L. H. McCuure to sales 
manager. Mr. McClure has _ been 
identified with this company since 
1918. He is a graduate of Trinity 
College from where he went directly to 
his first position with the Hartford 
Electric Light Co. 


The Owens-Illinois Glass Co., Toledo, 
Ohio, has completed the world’s first 
all-glass, windowless structure which is 
to be occupied February 1, by the com- 
pany’s packaging research division. 
The two-story building required the 
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use of 80,000 glass blocks in its ex- 
terior walls and interior partitions. It 
consists of 39 rooms with a total of 
over 20,000 sq.ft. of floor space. The 
translucent (but not _ transparent) 
building blocks are a product of the 
company. 

Grand Rapids Stamping Division of 
General Motors Corp., Grand Rapids, 
Mich., has let contract to J. A. Utley, 
Detroit, for erection of new stamping 
and die manufacturing plant. 

Evans-Walton Co., 243 West Con- 
gress St., Detroit, Mich., has been or- 


ganized to manufacture and sell prod- 
ucts developed by E. S. Evans & Sons. 


Products include the Evans “Bat-Re- 
charger”, Evans wiper blade refill and 
touch-up tape. 

Chrysler Corp. will begin shortly 
operation of the old Wills-St. Clair 
automobile plant, Marysville, Mich., 
as a service parts manufacturing plant. 
An addition 50x300 is planned. 


Argonaut Manufacturing Division of 
General Motors Corp., Los Angeles, 
Calif., has let contracts for construc- 
tion of a new assembly plant at Ala- 
meda St. and Tweedy Road. The 
factory building will be 560x800 ft. 
Plant will have initial capacity of 
40,000 to 50,000 cars a year. 





" CLEEREMAN 


DRILLING MACHINES 


Fully geared, anti-friction, automatically oiled, 
sliding and stationary heads. 





be. 


Round Column, Sliding Head Drill. Also 
built in square column type 


drive give a constant, easy, smooth flow of 


power to drill or boring tools. 


Cleereman drills are the product of more 
than 21 years of experience in the design 
and building of drilling machinery. They 
have many exclusive features. Let us send 
you complete information. Ask for Bulletin 


110. 


OTHER CLEEREMAN DRILLING 


MACHINES 


The Cleereman line of drilling machinery 
includes “Rockford” mechanics drills, Gang 
drills; special drilling machinery to meet 


specific requirements. 


Cleereman drills are ruggedly built for 
heavy duty work with the latest types of 
high speed tools. On the sliding head ma- 
chines the speed and feed mechanisms are 
of an improved original design with single 
lever control for each unit. These levers 
are conveniently located at the front of the 
machine within easy reach of the operator. 
Single levers also clamp the sliding head 
and the table. 


The feed and speed boxes are each complete 
units, with all parts readily accessible. 
Gears are heat treated chrome molybdenum 
steel and shafts are chrome nickel steel. 
Spiral type bevel gears used in the spindle 





Fully Geared Stationary Head Drills in round 
or square column types. 


THE CLEEREMAN MACHINE TOOL CO. 


GREEN BAY, WISC. 
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PATENTS 


January 7, 1936 
Metal-Working Machinery 


Machine for Testing Accuracy of Gears. 
Gustof L. Hansen, Detroit, Mich., assigned to 
National Broach & Machine Co. Patent 
2,026,784. 

Corrugating Machine. Louis H. Brinkman, 
Glen Ridge Borough, N. J. Patent 2,027,018. 

Multiple Spindle Boring Machine. James 
Coulter, Bridgeport, Conn. Patent 2,027,023. 

Balanced Driving Head for Machines. For- 
rest F. Johnson, Spencer, Ohio, assigned to the 
Spencer Manufacturing Co. Patent 2,027,174. 


Tools and Attachments 


File and Method of Making the Same. Paul 
E. Heller, Newark, N. J. Patent 2,027,039. 

Curved Tooth File. Paul Elias Heller, 
Newark, N. J. Patent 2,027,040. 


1936 


Metal-Working Machinery 


Broaching Machine. Julian L. Perkins and 
Hiram D. Croft, Springfield, Mass., assigned 
to Perkins Machine & Gear Co. Patent 
2,027,401. 

Forging Means. George Spatta, Buchanan, 
Mich., assigned to Clark Seulpenent Co. Patent 
2,027,406. 

Lathe. Wendell E. Whipp and Clifford A. 
Bickel, Sidney, Ohio, assigned to the Monarch 
Machine Tool Co. Patent 2,027,568. 

Grinding Machine. Harold L. Blood and 
Alfred P. Burns, Worcester, Mass., assigned 
to the Heald Machine Co. Patent 2,027,627. 

Double Dial Control for Hydraulic Radial 
Drills. Lawrence L. Schauer, Wyoming, and 
John H. McKewen, Cincinnati, Ohio, assigned 


January 14, 


to Cincinnati Bickford Tool Co. Patent 
2,027,705. 
Counterbalance Valve. Lawrence L. 


Schauer, Wyoming, and John H. McKewen, 
Cincinnati, Ohio, assigned to Cincinnati Bick- 
ford Tool Co. Patent 2, 027,706. 





“OHIO” SHAPERS 


DREADNAUGHT 


UNIVERSAL 
RAPID TRAVERSE 





Vee Type Single Gib Rams or Square Triple Gibbed Rams. 
Compensating Table Jack with Positive Stop. 
Complete Feed Control located on end of Rail. 


Power Rapid Traverse Control, Horizontal and Vertical, 


located on feedbox. 


Automatic “triple filtered” lubrication thruout. 
Stroke adjustment dial with automatic lock. 


Write for bulletin No. 56. 


THE OHIO MACHINE TOOL CO. 
KENTON, OHIO 


Manufacturers of Shapers since 1887 and Horizontal Boring, Drilling and Milling Machines 
since 1926. 
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Milling Machine. Henry > ee. Man 
chester, N. H. Patent 2,027,7 

Press. William Klocke, Westhatin, N. Y 
Patent 2,027,735. 

Supplementary Tool Support for Turre: 
Lathes. Myron §S. Curtis, Pawtucket, R. I., as 
signed to William Wallace Potter. Paten: 
2,027,901. 


Processes 


Method of Making Wrist Pins. Frank H 
Banner, deceased, late of Rochester, N. Y., as 
signed to General Railway Signal Co. Paten 
2,027,573. 

Method and Machine for Producing Ho 
Cutters. Heinrich Schicht, Huckeswage: 
Germany, assigned to W. Ferd. Klingeinber; 

Sohns. Patent 2,027,621. 


January 21, 1936 
Metal-Working Machinery 


Mechanism for Mechanical Measurements 
John T. Brubaker, Wilkinsburg, Pa. Paten: 


2,028,134. 

Die Casting Machine. George K. Cherry 
Western Springs, Ill., assigned to Wester 
Electric Co., Inc. Patent 2,028,192. 

Automatic Lathe. Karl Tessky, Esslingen. 
Germany. Patent 2,028,362. 

ay and Apparatus for Cutting Metals 
Noah Wagner, Tulsa, Okla., assigned ¢ 
the Linie Air Products Co. Patent 2,028,425 

Spindle Bearing. Harry Hales Asbridge 
Ashton-on-Mersey, England, assigned to th: 
Churchill Machine Tool Co., Ltd. Patent 
2,028,487. 

Grinding Machine. William Arter and 
Harry Arter, Worcester, Mass., assigned t 
Arter Grinding Machine Co. Patent 2,028,642 

Construction of Machine Tools. Kaymond 
S. Perry, John R. Johnson and Alexander 
Oberhoffken, Rockford, Ill., assigned to the 
Ingersoll Milling Machine Co. Patent 2,028,727 


Tools and Attachments 


Undercutting Attachment for Lathes. John 
{. O’Brien and Miles W. OBrien, South Bend 
nd. Patent 2,028,293. 

Die. Albert E. Carliss, Floral Park, N. Y., 
assigned to Acme Air Appliance Co., Inc 
Patent 2.028,437. 

Art of Forming Dies. Albert Edward Carliss 
Floral Park, N. Y., assigned to Acme Air Ap- 
pliance Co. Patent 2,028,438. 

Honing Tool. Kirke W. Connor and Albert 
Bleasdale, Detroit, Mich., assigned to Micro 
matic Hone Corp. Patent 2,028,648. 


Processes 


Grinding of Rotating Eccentric Knives 
Walter Everett Molins, deceased, late of Dept- 
ford, London, England. Patent 2,028,681. 


MEETINGS 


AMERICAN MANAGEMENT AsSOCIA- 
TION. Conference on personnel and in- 
dustrial relations, Feb. 5-7. Palmer 
House, Chicago, Association headquar- 
ters, 20 Vesey St., New York. 


AMERICAN Society ror TestinG Ma- 
TERIALS. 1936 regional meeting, Hotel 
William Penn, Pittsburgh, Pa. Sym 
posium on high-strength constructional 


metals. B. L. Warwick, secretary- 
treasurer, 260 So. Broad St., Philadel- 
phia, Pa. 

Founpry EqQuipMENT MANUFAC- 
TurRERS AssociATION. Annual meeting, 
Feb. 8. Cleveland Hotel, Cleveland, 
Ohio. Artuur J. Tuscany, executive 


Cleveland, Ohio. 


secretary, 


NaTIONAL Or, Burner SHow. Apri! 
14-18. Convention Hall, Detroit. G 
Harvey Porter, managing director, 
Oil Burner Institute, Inc., 30 Rocke 
feller Plaza, New York, N. Y. 


PacxacinG Exposition. Hotel Penn- 


sylvania, New York, N. Y., March 38-6 


American Management Association, 
232 Madison Ave., New York, N. Y. 
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